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is the largest manufacturers of Clay-Working Machinery in 
the world. It is an equally forceful demonstrative bit of 
proof that we build every class of Clay-Working Machinery for 
the manufacture of all kinds of clay products by all processes. 


P \HIS new catalogue is the best of evidence that this company 


Over half a century devoted to the manufacture and use of 
this class of machinery has given us a fund of knowledge and a 
world of experience which is of vital importance in the proper 
designing and building of Clay-Working Machinery. The extent 
of our business has made it possible for us to gather together an 
organization of the most able men of the country, in whose care is 
placed the problems pertaining to their various branches of the 
clay trade, so that every question arising is sure to have the best 
attention possible. 


The descriptions and illustrations of machines in this catalogue 
are in accordance with our practice in building these machines at 
the time this catalogue was issued. We reserve the right to make 
such changes and alterations in building our machinery as may 
seem advisable. 


To the clay worker this catalogue will be interesting and 
valuable. It has grown from year to year until it is at present a 
veritable encyclopedia of the clay trade. You are invited to 
examine it carefully and to pass judgment upon its contents. If 
we can be of service to you either in the matter of advice, engineering, 
machinery, or appliances you are invited to write us freely. 


The American Clay Machinery Company 
Bucyrus, Ohio, U. 8. A. 
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Electrical Driven Clay-Working Machinery 


E are building a complete line of Electrical Driven Clay- 

Working -Machinery. Whether you desire the entire 

plant so driven, or a single machine, we can supply your 
wants. The American Company took the initiative in the adapta- 
tion of electricity to Clay-Working Machinery, and some of the 
best and most successful plants of today use electricity for power 
purposes. Where the current is obtainable from power companies 
or traction lines it has been found most efficient, successful and 
economical. 


Where electrical power is used, the machines can be set without 
any regard to line shafting or pulleys, which is a great convenience 
and advantage. The dispensing with line shafting saves the cost 
of shafting, hangers and belting, which are expensive to maintain. 
The buildings need not be so high, and it is possible to cut. off 
instantly any machine and the power it requires, thus saving the 
cost of unused power. We have equipped large clay-working 
plants with machinery independently motor driven, and the plants 
are models, from both a machinery and a power standpoint. The 
attention of the trade is invited to our electrical-driven machines, 
a number of which are shown in the various departments of this 
catalogue. Correspondence on the subject is solicited. 
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Shipping Facilities 


From a shipping standpoint our factories are advantageously located, being situated on the two 
greatest traffic arteries of the country, the Pennsylvania and New York Central systems. In 
addition to these main lines we have the Nickelplate, the Ohio Central, and the Columbus 
& Sandusky Short Line. There are also electric traction lines which make hourly connection 
with other steam lines. In express companies we have the Adams, American, National 
and Wells Fargo, besides the Electric Package Company operating over trolley lines. The 
Western Union and Postal Telegraph Companies, together with the Bell and Independent 
Telephone Companies, put us in instant touch with the remote corners of the world. Long 
distance call No. 399 at Bucyrus, Ohio, on either the Bell or Independent lines, will reach our 
own private switchboard in our general offices. When it is desired that shipments be given a 
special routing, we should be so advised, otherwise our Traffic Department will use its best 
judgment, keeping in mind. the interests of the customer. 


Our Traffic Department 


The importance of giving especial attention to the handling, routing and rating of ship- 
ments, proper presentation and prosecution of claims, etc., is recognized by The American Clay 
Machinery Company, and the advantages to the customer are obvious in dealing with a firm 
where such matters are systematically handled by a special department. 


Shipments in transit are carefully watched and if delayed are immediately traced and every 
effort made to locate and hasten delivery. 


Claims for loss or damage should be made by the customer, as our responsibility ends when 
the shipment is delivered to the railway company. However, our organization is at. the disposal 
of our customers, and upon request we will file claims for loss or damage and collect damage 
where possible. When damage is collected we will credit the account of the customer with 
the amount collected. 


Information furnished as to most direct routing, proper rating, etc., and the resources of 
the department are instantly and constantly at the customer’s service. This service is free 
to our customers. 
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Engineering Department 


Working hand in hand with our Clay-Testing Department is our engineering force. Having 
determined the fitness of your clay for the manufacture of clay products, it is only necessary 





TalKing over The proposed plant 





that your plant be properly located, built and equipped. It is 
by no means a trifling problem to “build a brick yard.” Years 
ago, when a small yard with a few thousand capacity was the 
rule, it was a simple matter to set up the old _horse- 
power machine and proceed to turn out brick. It’s different 
nowadays, because neither the quantity nor the ‘quality of 
brick produced by the old method would be considered satis- 
factory, especially when it was found that the cost of production 
per thousand closed the markets against the output. 

Today the clay-manufacturing business has advanced to 
such a stage that some of the most able men in the country are 
found in its ranks. Careful thought and management have 
entered into this business to such an extent that methods have 
been revolutionized. No industry has made such rapid strides 
in so short a time and no industry has a greater future. 


Our Engineering Department includes the most advanced and able men in the trade. They 
are able to look over your conditions and plan an equipment _ 
which will make it possible for you to manufacture at the E a 


least possible cost. Methods of handling the raw material, 
the ware in process of manufacturing and the finished product 
are matters of greatest importance which make the permanent 


earning power of your plant. 


Your plant must embody up-to-date principles and 
methods in order that you may not only be able to com- 
pete with the present plants but in order that you may be 
assured that the future will not, with its constant develop- ! y 
ment, put you at a disadvantage in competition with other _ i 


plants. 


Our Engineering Department, taken in connection with our 
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Clay-Testing Department, is virtually an insurance of your success in the business. We invite 
you to consult us whether you contemplate a new plant or the remodeling and enlarging of an 
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‘Surveying The grounds and laying ouf buildings. 





old one. We solicit a consultation. If such a consultation 
fails to develop the fact that we can be of assistance to you 
the matter need go no farther. 
We have a greater number of successful plants in opera- 
tion throughout the country than all other manufacturers 
_ and engineers combined. The reason is apparent when you 
_ consider that we are not exclusively engineers nor exclusively 
machine men. We combine the two in order to work out the 
plans with the sole object of developing successful plants. We 
_ build every class of clay-working machinery and have mastered 
“ various processes of manufacture from the clay-plant stand- 


point as well as from the machinery end of it. We are, in consequence, able to plan your plant 
without bias as we need advocate no special machinery because we have only that kind to sell. 
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We build all classes of machinery and install that which is ¢ 
best for the permanent success of the plant. 

Our engineers will be pleased to take up all these points 
with you. Together we can work out a plan that will be a 
success and a money maker for you and a satisfactory adver- — 
tisement for us. We want successful plants to our credit. It 
is to our interest to have them successful, and they cannot 
be successful unless the planning of the plant and the selec- 
tion of the machinery is right. We are therefore always 
pleased to find a man or men who are desirous of manufac- 
turing clay products on a business basis, because we know that 

the saving features we have to offer will appeal to such men. 
We shall be pleased to hear from you on the subject. 

Every machine and appliance entering into the con- 
struction of your plant will be manufactured in our own 
factory. We build every machine and appliance required 
for the construction of any plant devoted to the manu- 
facture of clay products, regardless of the size or capacity of 
plant desired. We are therefore able to guarantee the 
entire equipment to be of our superior “Built Right, Run 
Right” quality and can ship the entire outfit at one time, 
making a decided saving in freight. 
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The ‘‘Just as Good’’ Quality in Machinery 


It isn’t fair to assume without thorough investigation that other machinery is “just as 
good”’ as the line built by The American Clay Machinery Company. It is unfair to us because 
we know that it is not true and it places us in a false light. It will be unfair to yourself for 
years to come, because the “just as good’”’ quality will be more expensive in the long run than 
the standard of excellence which we have been developing more than half a century. 

Nowhere in the world is there built a line of Clay-Working Machinery that will total up in 
value to the American line. We are not making this assertion just for the sake of putting 
forward a claim, but are positive that it is true. You owe it to yourself to look into the mat- 
ter. It is justly due us that you investigate. It is manifestly unfair to compare weights of 





Machining Parts of the “‘Built Right, Run Right” Machinery 


machines on a per pound basis. We put every pound of metal where it is needed, and as much 
of it as will contribute to the strength of the machine. Never a single pound is withheld 
through an effort to economize, and in every step of machine construction quality is a govern- 
ing feature. Having thus built an honest machine, we feel that we are entitled to just consid- 
eration of the features in that machine which are most vital to its life and usefulness. To no 
one is an honestly constructed machine of such great importance as to the clay worker. It is 
his insurance against accidents and expensive delays. It is the foundation upon which his 
success must be built. It is the nest egg of his bank account. Being thus important to the 
clay worker, is it not our just due that clay workers should show their appreciation at least 
to the extent of a fair, unbiased and careful investigation of values and qualities of the American 
line? There is none as good —we know it —are positive of it, and ask the opportunity to 
show you. 
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There are many features in the American line of machinery which, though each in itself 
may seem small, combine to make an unapproachable excellence, striven for and claimed by 
others but never attained. The care with which we plane and fit joints is a small detail but it 
means much. Every piece must be blocked upon the planer and tooled at a cost of time and 
money, but the result is worth the cost. It may mean an increased cost of production but it 
also means a perfect joint, one that can be depended upon in time of need when the strain 
comes. The drilling of that one hole which has cost us a few dollars may be worth hundreds 
to you, and yet it is a small detail which might be overlooked. 

There is the gearing, which is in itself a study. The material must be gauged for the serv- 
ice. Often a cast gear will perform a better service than cut steel, and in other cases only a 





Drilling Bolt Holes on American Machinery in Our Modern Shops 


steel gear will do the work. Here the mechanical engineer must decide, and the question is 
settled always for the good of the clay worker, who may never know what an amount of 
thought has been put into an ordinary bit of gearing, but when the test comes the ‘‘just as 
good”’ fellows would have their machines in the scrap heap. The care given to the gearing of 
the American line and the record made show the wisdom of honest construction, and the machine 
safely emerges from the test. 

All bearings may look alike from the outside, but in the day’s run the difference will assert 
itself. American bearings are not made to pass muster from an outside glance only. They are 
made to take apart and examine. They bear inspection before you buy and need none after- 
ward. All they ask is oil and that the nuts are kept snug. Each bearing is planed to an accu- 
rate fit. The best grade of babbitt is used and is scraped to a perfect bearing. All the little 
details are given to make a bearing that will be free from trouble. It costs more than the “just 


[11] 


THE AMERICAN CLAY UNS e COMPANY 


i 





Planing Joints on a Dry Pan Cross-Frame 





Machining Dry Pan Bottoms — Bringing Through 18 Pans at a Time 
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as good” kind and worth more. Why not grant us the justice of considering it? Then there 
are the thrust bearings, chilled discs with bronze wearing plate running in oil. There are the 
caps to the bearings, secured by large bolts, each fitted with lock nuts. There are the oil 
chambers with anti-rattle, dust-proof covers which are proof against being shaken off or dropped 
into the gearing. Not vital points in themselves, but vital as a whole, to the successful machine. 

There are the steel “I’’ beams, the self-contained gear frames, the steel tie-rods. All the 
features of a rigid and dependable machine. 

Then there are the shafts. A most vital point, though often overlooked. Many a clay is of 
such a nature that an ordinary shaft would be twisted and ruined within a short time. We pro- 
vide for this emergency. We furnish shafts in every case to meet the needs and more. We 











Tooling Parts for American Machinery 


figure on a safety factor. We have introduced hammered steel shafts. Not only that, but we 
have gone farther. To be absolutely sure of the quality, these shafts are forged in our own 
Blacksmithing Department with heavy and powerful steam hammers. We are not satisfied to 
depend upon what some other forging shop may do. We prefer to be sure of the quality of our 
forgings and we make doubly sure by having the forgings done under our own roof, under the 
eye of our own foreman, so that when we put a shaft into a machine we know that it is right 
and we are able to tell you so forcefully. 

And there are the wearing parts; those parts which come in constant contact with the clay 
being worked. Ordinarily it might be thought that any good iron would answer for this purpose, 
but that is far from the truth. In a majority of clays the constant wear of the moving clay 
would soon put the ordinary machine to the bad. We provide for this by making all wearing 
parts of a special mixture of iron, making them hard and durable but not brittle. In our auger 
machines this special mixture goes into the augers and also into the renewable liners of the 
machine, which is a special feature of our machines. 
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Grinding Parts for Repress Mold Box 


In our pans this mixture is used in the muller plates, muller tires, screen plates and scraper 
plates. In our dry presses and represses the mold boxes must be wear-resisting, and there we 
use a special metal for lining. And so it goes throughout our line. Don’t you think these 
details should be considered by the buyer who wants quality, who buys for production and not 
for trouble? 

Next there is the friction-clutch pulley with which each machine is equipped. It places 
the machine under the immediate and instant control of the operator, and the operating lever is 
conveniently arranged according to the designs of the plant. 

The range in size, capacity and style of the American line is another safety factor possessed 
by no other builders of Clay-Working Machinery. By building a complete line we are able 
to place in your plant that class and kind of machinery which will most profitably meet your 
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needs. We need not try to make a stiff-mud sii do the work when you really need a soft- 
mud outfit or a dry-press plant. There is no clay for which we do not have the proper machin- 
ery for its successful handling. This may require a special front or other attachment on a 
certain machine or it may require an entirely different machine. In either case we are able to 
supply what is necessary without danger of future disappointments to the buyer. We have been 
in the business for over fifty years and have handled clays from all over the world. This study 
has made. us masters of the clay conditions and we have the special machines and appliances to 
successfully handle any clay. é‘ 

For years we have been the largest manufacturers of Clay-Working Machinery in the 
world. That means detailed excellence. It means an organization of the best people obtainable 





Forged Steel Shaft Being Machined 





in their respective lines. It means a correctly designed machine, a combination of brains, 
material and workmanship. It means a total of a perfect. machine so far as perfection is 
attainable. 

In a word, from the ground up our machines are all that flawless material, superior design 
and faultless workmanship in a modern factory can produce. They are not a “little better”’ 
but “a great deal better” than other machines which may, at a first glance, look ‘‘just as 
good,” but when the smoke of battle has cleared away, when the days, weeks and years of use- 
fulness have passed you will find the American machinery still in the race and doing more than 
its duty, because the quality back of it is a sustaining factor. Close comparison of the American 
machinery will show superiority. Careful use of the American machinery will give daily proof 
of the superiority. If our efforts toward better machinery meet with your approval we should 
like to have you show your appreciation at least to the extent of an investigation. We rely 
upon what that investigation will develop. We extend to you a cordial invitation to visit our 
factories at Bucyrus and Willoughby, Ohio. A close, personal inspection of our machinery under 
construction and a thorough investigation of our methods of building Clay-Working Machinery 

- will, we are confident, convince you as to the quality of our machinery and our facilities for 
filling your orders. 

Come any time, and we'll be glad to show you our entire plant and explain our methods. 
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Gearing and Its Importance 


The subject of gearing is so broad that it would require too much space to cover all the 
different styles that are in use or can be made. Three styles are commonly used on brick machin- 
ery, viz: Spur gears, miter gears and bevel gears. The difference is as follows: A spur gear is 
one where the teeth are set parallel with the shaft on which the gears are mounted. A pair 
of miter gears is a pair of gears of equal diameter mounted on shafts at right angles. With 
bevel gears the shafts are at right angle, 
but the gears are of different diameter. 
With all gears the smaller of the two 
is called the “Pinion,” while the larger 
is the ‘Gear.’ Consequently we say 









“Spur Pinion” and “Spur Gear,” or “Bevel Gear” and “Bevel Pinion,” while “Miter 
Gear”’ covers either driving or driven miter gears. The gearing on brick machinery is the most 
vital part of its construction, and in consequence the gearing on the “Built Right, Run Right” 


determined. For illustration, suppose the proportion of speed is four to one. The distance from 
center to center of shafts, spur gears, is fifteen inches, the pitch diameter of the gear would be 
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twenty-four inches and the pinion six inches. For the bevel gears the center line of shaft should 
be aright angle, using the same size gears as foregoing. On either side of the center of the pinion 
shaft draw a line parallel with this shaft and one-half the diameter of the pinion (three inches) 
until it intersects the center of the bevel-gear shaft. On this line point off one-half the diameter 
of the bevel gear (twelve inches). This would be the pitch diameter of the bevel gear. At 
right angle with this pitch line draw a line equal to the diameter of the pinion, this will be the 
pitch diameter of the bevel pinion, from the intersection of these pitch lines and the intersection 
of the center lines of the shafts, draw a line intersecting these two points and you have the 
pitch diameter of every point of contact of the width of the teeth of a bevel gear. This same 
rule will apply to miter gears. Circles in diameter equal to the diameter of the pitch diameter 
should be divided by the number of teeth in the gear or pinion. 

Each one of these divisions is the pitch of the teeth of the gear, which equals the thickness 
of the teeth and the space for the teeth of the companion gear. These teeth pitches are called 
diametrical or circular pitches. The thickness of tooth should be as great as possible, and the 
shape of tooth and space and amount of clearance in the space to permit the teeth to clear 
properly and every point of contact of the teeth should roll at every point of contact on entering 
and clearing these respective spaces while moving together. These are very important points in 
the proper construction of smooth-running gears, but the description of how this should be done 
is not within the province of this article. Suffice it to say that on the American line of machin- 
ery the curved out-lines of the teeth are all drawn so that every radial diameter of each point 
of the teeth of one wheel must register with similar points of the companion wheel, to make the 
teeth roll instead of slide upon each other. The latter would cause the teeth to cut or wear. 
From this it will be seen that it is all-important to keep the shafts parallel with each other and 
the proper distance apart and free from looseness in the bearings; to keep the pitch diameters 
and points of contact in register at all times. When the shafts get out of parallel the teeth of 
spur gears do not bear the full width of the teeth, and when the bearings wear or bolts become 
loose, the shafts spread, changing the wearing pitch diameter and points of contact of the teeth, 
which permits the teeth to slide on one another under heavy pressure, causing them to wear 
rapidly, to ‘‘rattle’”’ and ‘ pound.” 

With bevel and miter gears it is all-important to keep the two shafts at right angle and in 
line with each other, and the distance from the centers of both shafts to the pitch line at the 
proper distance. Otherwise you throw every point of contact of the teeth out of register with 
one another, resulting in rapid and excessive wear of the teeth, undue strain on the bearing, and 
causing excessive friction and loss of power, and high repair bills. From this it will be seen that 
our gearing is designed with the greatest of care. The more than half century of experience 
we have had in the building of Clay-Working Machinery makes it possible for us to increase the 
efficiency of our gearing. We have done everything possible to insure a high quality, and ask 
the co-operation of the trade in doing its share toward satisfactory service by giving the gearing 
that attention to which it is entitled. Bearings and bolts thoughtlessly overlooked and neglected 
cause much gear trouble, which should not justly be laid upon the manufacturer of machinery. 
A little neglect, for which your own: employes are responsible, may cause a great deal of trouble 
later. By watching the little things about your machinery and giving it the attention to which 
any machinery is entitled, you will get more efficiency from your machinery and do justice to 
the manufacturer. 

The cast gears used on all our machines are made from a mixture of iron and steel. The 
iron is purchased on analysis to our specifications and the steel is crop ends from our Forge 
Shop. The proportion is such as to insure a close-grained metal of high tensile strength and 
long-wearing qualities without the tendencies to warp after pouring in sand were all steel used. 
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What Is Your Clay Good For? 


Your profits in the clay business depend largely upon the deposits in your clay bank. Our 
practice has been to examine into the quality and character of your clay and then determine 
its fitness for the profitable manufacture of those articles for which your clay is adapted. 

If your clay is valueless for one class of clay products it will be a loss of money to try and 
produce that class of ware. On the other hand, your clay may be unsurpassed for the produc- 
tion of some other class of clay products or may be perfectly satisfactory for making excellent 
ware by some other process. 

It is well to know in advance what you can do, and it is to determine this that we have 
erected and equipped a special Clay-Testing Department. Here we will put samples of your clay 
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Clay-Testing Department 


through the various steps necessary to thoroughly diagnose the case, and will be pleased to have 
you or your representative present to superintendent the testing, or we will make a full report 
with samples of finished articles if you are unable to be present. 

The samples we submit will show you just what you can produce with the same material. 
If you contemplate going into the clay business this information will be invaluable to you, as 
your success or failure will depend upon it. If you are already in the business it will assist you 
in determining whether your present output is up to the highest possible standard, or whether 
you cannot, with greater profit, produce some other class of clay products, or change the 
process by which your present product is manufactured. 

Our clay-testing building is constructed of burned clay products with steel and fire-proof 
roof construction. It has its own power plant, is high and airy, with plenty of light and ven- 
tilation. Along one side are installed, as a part of the building, five burning kilns and a dry 
kiln. These are constructed in the same careful manner as though they were a part of the 
largest brick-making plant in the country. There is abundant room for the storing of clay to be 
tested, and every provision for the accurate testing, recording and reporting of the results 
attained from every sample of clay received. 
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While, speaking in a technical way, this department might be called a laboratory, it is much 
more. Here you find in operation a complete and modern clay plant, not dealing exclusively 
with small samples, but handling tons, and sometimes carloads, of clay, and working it through 
each step or process, rather than analyzing and deducting, as is usually the case in laboratory 
tests. Every lot of clay received is unloaded directly into the clay-testing building. It is 
carefully inspected, tagged and recorded, so that there may be no danger of confusing it with 
other samples. Each lot is handled separately, so that every customer can be assured of receiv- 
ing back the finished samples made from his own clay. 

While it is our aim to make what the customer desires from his clay, and while we are 
generally able to do so by reason of the various types of machinery installed in our testing 





The Dry Kiln in Clay-Testing Department 


room, we do not recommend the clay for the use intended unless the tests made in our Clay- 
Testing Department show that the clay is suited for that particular class of clay products. 
Our aim is to give each customer as near ai unbiased report on the possibilities of his clay as 
though our testing department were operated by a separate company in an adjoining state. 
We have found that, while a customer may be disappointed if his clay is reported unfit for his 
purpose, his sense of justice will show him that we have labored for his best permanent interest 
in advising him against the expenditure of large sums of money to launch into a business, the 
very foundation of which is insecure by reason of poor material. It is this policy of insurance 
in advance on the possibilities of the clay tested, with the proper machinery installed, which has 
given The American Clay Machinery Company such a large number of successful plants to its 
credit. Our Clay-Testing Department is in the hands of men who have made the manufacture 
of clay products a life’s business, not theoretically but practically. It is therefore safe to say 
that the clay intrusted to the American Company for testing will receive the very best and most 
careful attention that could possibly be given it; the men and machinery are the best obtainable, 
the methods are the most modern, and when you receive the finished samples you will 
know, without question, that you have a proposition which will produce exactly what the 
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General Interior View of Clay-Testing Department 





Burning Kilns and Dry Kiln 
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samples indicate, and that in considering whether to go into the business you will be safe in 
letting those samples decide for you. Clay sent us for testing should be carefully addressed 
and labeled with your own name and address as well as ours. We will furnish specially 
recorded tags for this purpose upon request. 

When we are making every effort to keep clays separate and prevent confusion you should 
do your share toward delivering the clay to us in such condition that we can readily determine 
from whom it has been received. Once the clay has reached us, properly tagged, we insure its 
going through without the least possibility of losing its identity. While we can test the small- 
est samples sent, it is much better to send eight or ten barrels of each kind of clay in order that 
we can make tests by the various processes and have plenty of material upon which to work. 
In securing a most reliable and satisfactory test, it is important that plenty of clay be sent. 
When several samples of different kinds of clay are sent there should be at least two thousand 
pounds of each kind and the packages so marked and registered that we can readily separate 








Clay Received to Be Tested in Clay-Testing Department 


the various kinds. The shipper should also keep a record for reference. Samples of clay can be : 
shipped in boxes, barrels, or sacks, though boxes and barrels are best because sacks containing 
wet clay are likely to rot if delayed in transit, or may become torn open and lost. The railway 
companies are not careful in handling shipments of clay because they look upon clay as of little 
value; it is, therefore, advisable to follow each shipment with a tracer. 

It frequently happens that clay which is unfit for use on one class of machinery makes an 
excellent product on another class. A stiff-mud machine may make a complete failure of a 
certain clay where a soft-mud machine will make a product of unsurpassed quality. As our 
testing department is equipped with the necessary machinery and appliances to make tests of 
clays by every process, we would recommend that plenty of clay be sent. Full instructions 
should be given as to the extent of the tests. If, having a plant already installed, you want 
the clay tested by any certain process, you should so advise in order that we can confine our- 
selves to that test only, or if you want the clay tested for the manufacture of any class of clay 
product by any process, we should also be advised, in order that we may make the test exhaust- 
ive. There are few clays, indeed, which, under the handling of our testing department, will not 
be found suitable by some process. Once the test has been made, and satisfactory samples sent, 
you may feel secure in installing a plant of the machinery recommended, provided you use clay 
like that from which your samples have been made. 


[21] 








THE E AMERICAN CLAY MACHINERY COMPANY 








Car Loaded with the Result of a Test 





Auger Machine, Automatic Cutter and Repress 
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About our big plant there is no department which is of such interest to the practical clay 
worker as our testing department. Many persons have followed their clay to Bucyrus in order 
to be present when the tests were made. Such a visit is strongly urged by this company. The 
clay worker who visits our Clay-Testing Department and watches the handling of his clay is 
better satisfied with the result. He will be able to note the care and attention given to his 
material and incidentally he will catch the spirit of exactness, care and enthusiasm with which 
the “Built Right, Run Right” line of Clay-Working Machinery is built. He will go home 
satisfied that not only has his sample been properly handled, but that he is safe in placing his 
faith in machinery built in our modern shops. Next to the importance of having good clay 





Power and Hand Presses in Clay-Testing Department 


with which to work is the importance of having good machinery with which to work it. These 
two are the keystone of success in the clay industry and they are what we are willing to 
supply. Clay workers are always welcome in our factories. 

In the equipment of our Clay-Testing Department we have installed all the necessary 
machinery for the thorough testing of any clay by any process. The dry-press machinery, stiff- 
mud machinery and soft-mud machinery are all at hand ready for use. We present herewith 
a number of views taken in our testing department. They will give a partial idea of its com- 
pleteness. 
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Repress, Clay-Testing Department 





Pyrometers Recording Kiln Heat 





Making Large Clay Slab, in Clay-Testing Department 
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The accompanying photograph will assist in emphasizing the necessity of care in shipping 
us clay to be tested. The tag shown was the best of several which were placed on a shipment 
of a number of packages received. Had it not beer for the bill of lading these packages would 
never have reached our testing department. In shipping clay to be tested it is well to remember 
these points: 


Address plainly to The American Clay Machinery Company, Bucyrus, Ohio. 


Be sure to put your own name and address on the packages, as well as ours, so that we 
may be sure to know to whom the clay belongs. 


Put plenty of tags on each package. 

Prepay freight to Bucyrus. 

Mark each package plainly as to the different kinds of clay, if more than one kind. 
Use linen tags where possible. 


Have the railroad agent at point of shipment insert on the bill of lading issued for the 
shipment, a complete routing to Bucyrus, Ohio. Mail us this bill of lading made out in this 
way and it will enable us to assist you in hastening delivery. 


If care is exercised in these details there will be no delay or trouble with clay shipments. 
Don’t forget the points. 


If you will notify us in advance we will be pleased to send you recorded tags to be used in 
shipping clay. 
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The Importance of Repairs 


An important point in the successful operation of a plant without delays is the matter of 
possible repairs. There is no machinery built which does not require renewal of parts at times. 
We provide for emergencies of this kind by careful construction of machinery with interchange- 
able parts, careful recording of all data about each machine and its parts, and the careful 
storage of patterns for every machine of our make. It is of the utmost importance to the 
purchaser of machinery to be able to replace parts when wanted. It is also important that such 
repair parts are suitable for the machine for which they have been ordered. 

The expense of repairs does not rest in the cost of the repair part alone. The time usually 
required to receive and fit the part is by far more expensive than the part itself. The shutting 
down of the plant and the loss of its output is a matter of far greater importance than a dollar 
or two saved on repairs. The American Clay Machinery Company has a shop system and 
practice which eliminates much of the delay. All parts of machines are made to templates. 
The workmen are not allowed to go by measurements, but must be governed entirely by tem- 
plates which are made to standards. In consequence of this care all repair parts must fit 
accurately without the necessity of filing and fitting. No long trips to the machine shop are 
necessary and no long delays are required for fitting. This means a big saving in the time your 
plant is out of commission and is an important factor in its earning capacity. 

It will be seen that to avoid frequent mistakes and disappointments to customers it becomes 
imperative that a most comprehensive system for handling repair parts be maintained. We 
have labored zealously toward this end and are able to give the very best possible attention to 
renewals and repairs. In order that all patterns of our machinery may be safe from fire, and 
thereby insure the customer in obtaining renewals, we have erected a mammoth pattern storage 
building of most modern fire-proof construction throughout. It is four floors high, built of brick, 
without a window opening in the whole structure. It is heated by steam and lighted by electric- 
ity. The building is isolated from our main factory, and, in addition to other fire-proof precau- 
tions, is equipped with steel fire-proof doors, so that there is practically no danger from fire. 





A Few Suggestions About Ordering Repairs 


1. Order by number when possible. 

2. State whether you want orders shipped by express or freight. 

3. Don’t wire a long message trying to give a description when the piece wanted is num- 
bered. Five minutes spent in looking up numbers of the parts wanted will save hours and _per- 
haps days of time. You are not likely to use the same terms for parts wanted that we use; 
therefore familiarize yourself with the repair list and use numbers where there are any. Don’t 
fail to state what machine you want repairs for when you cannot order by number. 

4. When you order Die Liners give the size wanted in every case. We do not know 4 
what die you are using, when you have several dies of different sizes. State whether cast-iron } 
or sheet-steel liners are wanted. 

5. Don’t blame us for delays when we cannot make out your order. 

6. Don’t censure us for delays on shipments by freight. We cannot control a ; 
shipment after it is delivered to the railroad company; we can only urge them to trace , 
and show delivery, which we are at all times willing to do. 

7. When in a hurry remember that small packages or pieces will go nearly as cheap by 
express as by freight, as the railroads charge for one hundred pounds by freight, no matter if 
the package weighs only one pound. We have endless trouble with the loss of small packages 
by freight. 
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Superiority of Clay Products 


There are few manufactured articles in this world where the quality can so safely be relied 
upon, and for which so much can be promised as well-made clay products. 


Clay Products Are Fire-Proof 


The fire-resisting qualities of brick and hollow tile are not equaled in any other material, 
either made or natural. The excellence, long life and faithfulness of sewer pipe and drain tile 
are unequaled. In the improvement of streets and roads there is no rival to excellence to No. 1 
paving block. Under the intense heat of blast furnaces fire-clay products stand out without 
a rival, while in pottery the world has never found anything to take its place or equal it in 
faithfulness. 


Wonderful Clay Products 


Clay products are little less than wonderful in their simplicity of manufacture, their humble- 
ness of origin and their stability, faithfulness and unrivaled standing in their various fields of 
usefulness. 

So excellent are the qualities of well-made clay products that the manufacturer too often 
relies upon their superiority to sell them, thus leaving material of much less merit, but better 
advertised and harder pushed to make a sale. 


To Help Sell Your Output 


Appreciating this fact The American Clay Machinery Company devotes more than half the 
space in its house organ, The American Clay Magazine, to articles which, if used by the clay 
worker, will materially assist in selling clay products. Clay workers everywhere are invited 
to use any material published in The American Clay Magazine. This magazine is highly spoken 
of by all clay workers who are using it and it is sent free to those who ask for it. 


Make Them Good 


Good clay products are never a discredit to the trade, while poorly made or inferior clay 
products are a decided detriment. In order to eliminate poor quality as much as possible we 
have embodied in our machinery and equipment those features which will produce the highest 
per cent of No. 1 product, feeling sure that the clay trade will appreciate that it is better to 
sell a meritorious product, especially when the cost of manufacture is no higher, than an inferior 
quality. 


Looking for Trouble 


If you have trouble in producing a product which is all that you desire, there may be a 
cause which our Engineering Department can discover and remedy. Such remedies are not 
necessarily expensive, and to ascertain where the trouble lies is quite frequently of no expense 
whatever. Our engineers are at your service, as are also the other departments of our 
organization. 
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Bucyrus Disc Type Friction -Clutch 


After years of experience in building fric- 
tion-clutches for use in connection with clay- 
working machinery, we have developed the 
Bucyrus Disc Type Friction-Clutch, which is 
now used on our standard line of machinery. 


This clutch is simple in construction, and 
any ordinary mechanic will understand the 
mechanism of the clutch at a glance. The 
general design of the clutch permits of high 
speed with safety, as no part is affected by 
centrifugal action. 





The adjustment for wear is made entirely 
by means of one adjusting nut, which gives 
uniform pressure on all parts of the friction surfaces. 


The positive action of the double-toggle movement in both directions engages and disen- 
gages the clutch without the use of springs and makes it possible to operate the clutch by means 
of an ordinary hand lever. 


The friction surfaces are absolutely dust-proof, the friction plate is lined on both sides with 
fiber segments, and may be removed for relining without disturbing other parts of the clutch. 
The various parts of the clutch are machined and finished to templates and are interchangeable. 


Each clutch is thoroughly inspected in our factory before being shipped. 
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American Auger Machines 


In presenting our superior line of Auger Machines, it is with confidence and pleasure that we 
invite the most careful investigation both of the building and the operation of the machines. 
Our factories are always open to prospective customers and a visit to our plants would convince 
any clay worker that we have endeavored in every way to assure the highest quality in the 
building of the machine in order to assure the highest degree of satisfaction in its operation. 

Built along advanced lines and of the best of material, we are able to deliver a quality 
beyond question and to furnish the clay worker immunity from many of the ordinary troubles 
which have heretofore caused annoyance, delays and expense. 

Our line of auger machinery and appliances is complete. There is nothing required for this 
class of manufacture which we are not prepared to furnish, and we especially invite correspond- 
ence, whether we can serve you through our sales department or merely by advice. If we are 
able to help you in an advisory capacity we will be pleased to do so. 

No order is too small to merit our best attention and we solicit your patronage as well as 
your co-operation. 

We have developed a standard line of Auger Machines to a point where they are showing 
decidedly higher efficiency than has ever been attained on Auger Machines. In your interest 
we desire to call your attention to numerous improvements which increase the life and capacity 
of the American Line of Auger Machines for the manufacture of brick, tile and paving block. 
Among other details of excellence are the following: 

Improvements in the expressing auger. 

Stronger machines with provision for confining the wear to inexpensive, interchangeable parts. 

One-piece gear frame, which includes oil reservoir in lower concave. Gear running in oil. 

Heavier shafting and gearing. A substantial end-thrust bearing and ring-oiling shaft bearings. 

A new method of making the augers more durable. A feeder in the hopper of machine. 

An improved friction-clutch pulley. 

These improvements result in: 
Reducing the power consumed. Reducing expense. 
Reducing wear and tear. Increasing capacity. 


Provision for supplying an expressing auger of the proper size for the ware to be made 
and lining the barrel of the machine are involved in our new patterns. 

Much depends on having the proper diameter of expressing auger for the ware to be made 
and the material to be used, therefore provision has been made for using three sizes of augers 
for each machine. 

In selecting the proper size machine the area of the cross-section of the ware, the desired 
capacity and the kind of material is taken into consideration. 

We are always pleased to advise on this subject. Our Engineering Department is at your 
service and a specification sheet on any of our Auger Machines will be sent on request. 
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Model Stiff-Mud Brick Plant 
Plans of Model Stiff-Mud Brick Plant No. 1, Which Will Be Sent on Application 
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No.2 
STIFF MUD BRICK PLANT 













































































Model Stiff-Mud Brick Plant 
Plans of Model Stiff-Mud Brick Plant No. 2, Which Will Be Sent on Application 
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Massive One-Piece Gear Frame and Oil Reservoir 




















One of the big features of our American Auger Machines is the massive one-piece gear 
frame. This massive frame includes the whole base casting, and the shaft bearings are a part 
of this base, insuring perfect alignment. This base casting is made hollow, and in this base 
cavity we have arranged an oil reservoir, so that the gearing runs in oil, insuring perfect lubri- 
cation and saving both in constant attention to oiling and the danger of neglect. 

These features mean much in the life of your machine and in the simplicity of its operation. 
They are like many other features of the American line — of greatest economic value. 
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Internal Mechanism No. 233 Auger Machine 





The accompanying cut shows the internal construction of the No. 233 Auger Machine. 
The knives and liners and their relation to the barrel of the machine are plainly shown. In 
the whole of the detail of construction there is not an auger machine on the market that will 
compare with this latest improved American line. 


—— 


[33] 





Detailed Excellence 


The accompanying views made from the No. 233 Machine illustrate some of the good 
features of the American Line of Auger Machines. 
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Parts Detailed in Figure 1 


Augers and Liners 


Figure 1 shows continuous augers and system of lining the cylinder. Q, R, S, T, U are 
the augers. A, B, C, D, E, F, G, H, I, J, L are the liners. When auger Q becomes worn 
to the extent that clay will escape between it and the liners, liners E and F may be removed, 
A, B, C, D moved back and smaller liners inserted in front, closing up the space between the 
augers and liners and prolonging the use of the auger. Liners are made of very hard iron and 
augers are chilled on the wearing face, which has proven to be more durable than white iron 
or manganese steel.’ 
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American Standard Auger Machines 


We build these standard Auger Machines in four different sizes. They are all of the same 
general design, but vary in size and capacity. 


American No. 290 Auger Machine 


Rated Capacity Per Hour — 


Building Brick, 10,000 to 15,000 per hour. 
Street Paving Blocks, 7,500 to 10,000 per hour. 
Fire-Proofing or Hollow Blocks, 10 to 15 tons per hour 


American No. 233 Auger Machine 
Lilkuse wear sy 


Figure 3 illustrates the end thrust bearing. 
D, the revolving member, is attached loosely to 
the end of auger shaft A and revolves with it. 
It has a chilled and ground wearing surface and 
circular oil grooves for carrying oil to the center 
and distributing it from that point. 

. E is a phosphor bronze disc, ground true, 
and is free to revolve or remain stationary, depend- 
ing on which surface receives the best lubrication. 

H is the stationary member, having a chilled 
and ground wearing surface and a curved surface 
opposite, making it self-aligning with the shaft of 
the machine. 

The case F, containing these parts, also holds 
the oil for lubrication and is attached to gear 
frame B by means of bolts C, C. 

A suitable cover excludes dirt and the bottom 
is tapped for drainage. 








Plan View of Floating End Thrust Bearing 
on Nos. 233 and 290 Auger machines 
with Cover Removed. 


Figure 3 
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American No. 281 Auger Machine 
Capacity 2,000 to 4,000 brick per hour; weight 7,225 pounds 
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American No. 328 Auger Machine 
Capacity 1,000 to 2,000 brick per hour; weight 4,270 pounds 
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American No. 281 Auger Machine 


Rated Capacity Per Hour — 


Building Brick, 2,000 to 4,000 per hour. 

Drain Tile, 4-inch diameter, 1,000 to 1,500 per hour. 
Drain Tile, 6-inch diameter, 700 to 1,000 per hour. 
Drain Tile, 8-inch diameter, 500 to 700 per hour. 


This machine is designed for the manufacture of Building Brick and Drain Tile, also Hollow 
Building Blocks 4 inches by 5 inches, and 5 inches by 8 inches. 


American No. 328 Auger Machine 


Rated Capacity Per Hour — 


Building Brick, 1,000 to 2,000 per hour. 

Drain Tile, 4-inch diameter, 1,000 to 1,500 per hour. 
Drain Tile, 6-inch diameter, 700 to 1,000 per hour. 
Drain Tile, 8-inch diameter, 500 to 700 per hour. 


This machine is designed for the manufacture of Building Brick and Drain Tile, also Hollow 
Building Blocks 4 inches by 5 inches, and 5 inches by 8 inches. 


Capacity — 


The capacity is governed by speed at which the pulley is driven, nature and character of 
clay, size and kind of ware manufactured, and by management. ; 


General Description 
Base — 


The base of the machine is a heavy one-piece casting carrying the shaft bearings and form- 
ing an oil reservoir for the gears, also forming the lower half of the clay cylinder. 


Shafts — 


The auger shaft is forged steel turned to proper diameter; the driving shaft and the shaft 
of the hopper feeder are steel. 


Bearings — 


These machines are fitted with ring oiling babbitted bearings on the auger shaft and on the 
driving shaft. The independent end thrust bearing is self-aligning and self-oiling. 


Gears — 
The gears are cast iron American gear metal. They are encased and run in a bath of oil. 


Augers — 


These machines are fitted with a continuous auger having a chilled wearing surface. The 
standard expressing auger is furnished with machine. Machine may be fitted with a 
special auger when specified for large work. The augers are inserted or removed from 
the front of the machine. 
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Liners — 


The clay cylinder of these machines are fitted with sectional removable liners throughout 
its entire length. Tapering sectional liners are used around the expressing auger, making 
it possible to insert new sections to compensate for the wear on the auger and keep it 
tightly encased to secure the greatest efficiency. All liners are inserted or removed 
from the front of the machine. No. 328 Machine is equipped with tapering sectional 
liners around the expressing auger only. 


Hopper Feeder — 


The hopper feeder is fitted with reversible spring steel blades. The hub is split so that the 
feeder can be removed through the hopper of the machine. 


Driving Pulley — 
Machine is furnished with a Bucyrus friction-clutch driving pulley. 


Speed — 


Speed of driving pulley, 100 R. P. M. to 200 R. P. M., according to capacity desired and 
character of work. 


Power — 


Power required to operate these machines will vary according to capacity, kind of ware 
manufactured and character of material used. 
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Specifications Standard Auger Machines 


No. 290 


No. 233 


No. 281 


No. 328 


Auger Machine Auger Machine Auger Machine Auger Machine 


10 to 15 tons 


Diameter of Forged Steel Auger Shaft. 61% in. 
Diameter of Steel Driving Shaft...... 414 in. 
Diameter of Steel Hopper Feeder Shaft 214 in. 


Length of Bearings on Driving Shaft.. 12 in. 
Length of Bearings on Hopper Feeder 
Shaft. <...... cyanea 7% in. 
Diameter of Chilled Discs in End 
Thrust: Beathig en 20 eae ne 12 in. 
471 in. dia? 
Master Gear... t-¥ +, b 1a eee ee 9 in. face 
: 24% in. pitch 


9 in. face 


Driving: Pinion. a; 3 escent 
24% in. pitch 


{on in. dia. 


Ratio of Gears, "ace. ee eae 


14 in. dia 
Hopper Feeder"Gears. «2... 3...:.. 6. {4 in. face 
5 1 in. pitch 
Standard Auger furnished wit 
Machines 2.0, cam eteee Meiers 12 in. dia. 


1414 in. and 26 in. 


14 or 16 in. dia. 


10,000 to 15,000 4,000 to 7,500 
7,500 to 10,000 3,500. to 5,000 


7 to 10 tons 

434 in. 

31% in. 

24% in. 

11% in. and 12 in. 
12 in. 


8 in. 


10 in. 

371% in. dia. 
8 in. face 

2 in. pitch 
95¢ in. dia. 
8 in. face 

2 in. pitch 
4 to 1 

10 in. dia. 

3 in. face 
144 in. pitch 


10 in. dia. 
8 or 12 in. dia. 


Diameter of Hopper Feeder........... 115 in. 8 in. 

Since om 48 in. dia 42 in. dia. 
Friction-Clutch Driving Pulley....... ta ee 12 inines 
Speed of Driving Pulley....%......... 100 to 200 R.P.M. 100 to 200 R.P.M. 
Power Reqtiteds...2.5, koe. oaneeemeas 40 to 75 H. P. 35 to 50 H. P. 
Weighitirad. 0.0% wils Seach at oe 16,335 pounds 10,275 pounds 

Dimensions 

Length over all... Sue eee ome 15 ft. O in. 12 ft. 4 in. 
Length of ‘Sills... 0 <seeteie = ee 12 ft in. 11 ft. 9 in. 


in. 
Length from center of Hopper to cen- 


3 ft. 714 in. 


ter of Driving Pulley 
Width over all........ 


6 
6 
Sabre a peiai hy pots $ fts07 ins 6 ft. 11% in. 
Seiden he eas 6.4t Stn. 5 ft. 934 in. 
Aas Rope dbin HRS EE 4 ft. 3 in. 3 ft. 8 in. 
aS he 5. {t..3 sin, 4 ft. 71% in. 
4 ft. 0 in. 3 ft. 4 in 
2 ft. 4 in. 2 ft. 4 in 
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2,000 to 4,000 
1,000 to 2,500 


5 to 7 tons 
3% in. 
234 in. 
2in: 

10% in. 
101% in. 


7% in. 


8 in. 

324 in. dia. 
51% in. face 
134 in. pitch 
814 in. dia. 
51% in. face 
134 in. pitch 
4 to 1 

84 in. dia. 
2 in. face 

1 in. pitch 


8 in. dia. 


6 or 10 in. dia. 
614 in. 

36 in. dia. 

12 in. face 

100 to 200 R.P.M. 
20 to 40 H. P. 
7,225 pounds 


ee 
9 ft. 7 in. 
3 ft. 14% in. 


5 ft. 101% in. 
5 ft. 0 in. 

4 ft. 1 in. 

4 ft. 2 in. 

2 ft. 114% in. 
2\ft i 


0 in. 


1,000 to 2,000 


3 to 5 tons 
31% in. 
2% in. 


in. 
634 in. and 9¥% in. 
744 in. 


7% in. 


534 in. 
303¢ in. dia. 


84 i 
2 in. face 
1 in. pitch 


8 in. dia. 


6 or 10 in. dia. 
6% in. 

36 in. dia. 

10 in. face 

100 to 200 R.P.M. 
15 to 30 H. P. 
4,270 pounds 
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American No. 329 Auger Machine 


This machine is designed for the manufacture of Building Brick, Fire Brick and Street 
Paving Blocks, also Hollow Building Blocks and Fire-Proofing, in all sizes. 


Rated Capacity Per Hour — 
Building Brick, 10,000 to 15,000 per hour. 
Street Paving Blocks, 7,500 to 10,000 per hour. 
Fire-Proofing or Hollow Blocks, 10 to 15 tons per hour. 


The capacity is governed by speed at which the pulley is driven, nature and character of 
clay, size and kind of ware manufactured, and by management. 


Specifications 
Base — 


The base of this machine is a heavy one-piece casting carrying the shaft bearings and 
forming an oil reservoir for the gears, also forming the lower half of the clay cylinder. 


Shafts — 


The auger shaft is forged steel turned to 614 inches diameter in bearings and wheel fit, 
5 inches hex for sectional knives or 714 inches diameter for inserted knives in clay 
cylinder, intermediate shaft is 5 inches diameter and the driving shaft is 414 inches 
diameter. Standard machine always furnished unless otherwise specified; has 5-inch hex 
auger shaft and sectional knives. 
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Bearings — 


The machine is fitted with ring oiling babbitted bearings. Bearings on the auger shaft are 
201% inches long. On the driving and intermediate shafts they are 13 inches long. The 
independent self-aligning, self-oiling end thrust bearing is 12 inches diameter. 

Gears — 


The gears are cast iron American gear metal, driving pinion 10 inches diameter, 214 inches 
pitch, 8 inches face, intermediate gear 2534 inches diameter, 214 inches pitch, 8 inches face. 
Intermediate pinion 10 inches diameter, 214 inches pitch, 10 inches face. Master gear 
3934 inches diameter, 2% inches pitch, 10 inches face, ratio 10.5 to 1. 

Augers + 


The machine is fitted with augers having a chilled wearing surface, and with either inserted 
or sectional knives, according to the service desired. The standard expressing auger is 
1414 inches diameter. Machine may be fitted with an expressing auger 12 inches 
diameter, or a 16-inch expressing auger for large work. The augers are inserted or 
removed from the front of the machine. 


Liners — 


The clay cylinder of this machine is fitted with sectional removable liners throughout its 
entire length. Tapering sectional liners are used around the expressing auger, making 
it possible to insert new sections to compensate for the wear on the auger and keep it 
tightly encased to secure the greatest efficiency. All liners are inserted or removed 
from the front of the machine. 


Driving Pulley — 
Machine is furnished with a friction-clutch driving pulley 48 inches diameter, 16 inches face. 
Speed — 


Speed of driving pulley, 150 R. P. M. to 250 R. P. M., according to capacity desired and 
character of work. 


Power — 


Power required to operate this machine will vary from 40 H. P. to 75 H. P., according to 
capacity, kind of ware manufactured and character of material used. 


Weight — 
20,720 pounds, without dies. 


Dimensions 
Length, ower is. iis sctewl py aig ss a sa ude es eae 1Ocfti le in: 
Length. of SHB vacixsSewes hse Lan Sty oiks coder» ira ectamaneek, ed e e 13 ft. 8 in. 
Length vio eusitet- ot iiutiee AEM fleck Uke oak ort, cee oe 5 ft. 51% in. 
Length from center of Hopper to center of Dowing Pulleys: 2 ¢.0e5) Een oe 8 ft. 3% in. 
Width: OME8 Bs adich cuits Re Ghaua deere ora canes ee th a ee 7 ft. 10 in. 
Wickth oveh iS Mis anieg dh Sana tuslueitha nity fc. 2¢ he ae Pe ae eee 4 ft. 8 in 
Height ovsst aati aoe amit tos ageless ang ey. ccm. he Gee che ee 5 ft. 65¢ in. 
Height: to: (pak amet se ros wg cellra rsh ccnsioord am vntiee heehee eee 4 ft. 4 in. 
Height tes cbiteg seh WIG Mrs. cael) cack ieee wn ee te 3 ft. 2% in 














American No. 280 Combined Auger Machine and Pug Mill 


This machine is designed for manufacture of Building Brick, Fire Brick, and Street Paving 
Blocks, also Hollow Building Blocks and Fire-Proofing in all sizes. 


Rated Capacity Per Hour — 
Building Brick, 7,500 to 10,000. 


Street Paving Blocks, 5,000 to 7,500. 
Fire-Proofing or Hollow Blocks, 10 to 15 tons. 


The capacity is governed by speed at which pulley is driven, nature and character of clay, 
size and kind of ware manufactured and by management. 


Specifications 
Base — 


The base of this machine is a heavy one-piece casting carrying the shaft bearings, forming 
an oil reservoir for the gearing and the rear support for the pug mill shell. 


Clay Cylinder — 
The lower half of the clay cylinder is a heavy one-piece casting carrying the outer bearings 
of the auger and tempering shafts, and the forward support of the pug mill shell. 


Shafts — 

The auger shaft is forged steel, turned to 5 inches diameter. The tempering shaft is of 
forged steel, 4 inches square. The driving shaft is of forged steel, turned to 4 inches 
diameter. 

Bearings — 

The machine is fitted with ring oiling babbitted bearings throughout. The bearings on the 
auger shaft are 16 inches, 14 inches and 124% inches long. The tempering shaft bear- 
ings are 12 inches long. The driving shaft bearings are 1314 inches long. The inde- 
pendent self-oiling, self-aligning thrust bearing on the auger shaft is 10 inches in 
diameter. The thrust bearing on the tempering shaft has a thrust collar 10 inches out- 
side diameter and 5 inches inside diameter, and is self-oiling. 
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Gears — 


All gears are cast iron American gear metal. The master gear is 134 inches pitch, 8 inches 
face, and 5114 inches diameter. The driving pinion is 134 inches pitch, 834 inches 
face, shrouded, and 9 inches diameter. Ratio of gears, 5.75 to 1. The driving gears 
for tempering shafts are 214 inches pitch, 10 inches face and 18 inches diameter. 

Augers — 

The machine is fitted with a continuous auger, having a chilled wearing surface. The 
standard expressing auger is 12 inches diameter. The augers are inserted or removed 
from the front of the machine. The tempering knives and auger and expressing augers 
overlap both ways, so that no power is wasted in transferring the material from one 
to the other. 

Liners — . 

Tapering sectional liners are used around the expressing auger, making it possible to insert 
new sections to compensate for the wear on the auger and keep it tightly encased to 
secure greatest efficiency. All liners are inserted or removed from the front of the 
machine. 

Shell — 

The shell for the tempering chamber is made of a single piece of tank steel 14 inch thick. 

The tempering chamber is 8 feet long, 24 inches wide and 29 inches deep. 
Knives — 
The tempering knives are cast iron, having chilled wearing surfaces, and are bolted around 
a square shaft and so arranged that one may be removed without disturbing the others. 
Driving Pulley — 
The machine is furnished with friction-clutch pulley, 48 inches in diameter, 16 inches face. 
Speed — 

Speed of driving pulley, 125 R. P: M. to 175 R. P. M., aceoniing to capacity desired and 

character of work. 
Power — 


The power required to operate this machine will vary from 75 horse-power to 125 horse- 
power, according to capacity, kind of ware manufactured, and character of mate- 


rial used. 
Weight — 
21,675 pounds. 
Dimensions 
Length: oweralli:c:3.Greacn ceneet Sect Scare be na ine te ctu or) elk en el ie Zhe tt. Va ans 
Length ioGSills tir. 2 meet cap onthe Meigen Stn can ON Of pea, Mh 8k vee, Se eee a 18 ft. 10% in. 
Length from center of Pulley to receiving end of Shell.........................0. 6 ft. 6 in. 
Length from veteiviig > endiiel Shell: to: Dies... ec. oo Nas ee Rha tas Cu eu de 12 ft10' ane 
Wad th: o Verve (ok nie Al ta Avi tevse erp tye deers UA 2 dee oe de ails Dh i ee 7 ft. 4% in. 
Width: Oty Siler: erro en teat nom nitln Shree tr ath Scr Wi Neen dee eco te Re Ay 5 ft. 734 in 
Height vet Ge 2 i aeae ee eke ee ob tans Sirhan: LMP pA cet cer yee LEN et 3 ft. 4-in 
Height ‘tel -Qame Re memes ote etc aie 205) Guw Wias plain dsc we Peeks A aoe caer) oe oe 4 ft. 5% in. 
Height to center G0 uimwee MRM Sir cao ave Pes ahve (heeled or oe eae 2: ft.° 10 in; 
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American No. 263 Down-Delivery Tile Machine 
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American No. 263 Down-Delivery Tile Machine 


The larger sizes of Drain Tile are more successfully made when formed vertically downward 
in order to preserve their true round form. This machine will turn out as many tile as can be 
properly handled by the crew of men, does good work and does it economically. It is substan- 
tially built, and all parts are easily accessible. To facilitate taking clay in the machine, a 
long hopper is provided, below which are two continuous augers revolving toward each 
other. This prevents clogging in the hopper and discharges the material evenly to the vertical 
expressing auger. 

The vertical auger is mounted on a hollow shaft and the die core is held by a rod extending 
through the shaft, taking all the end thrust and relieving the gear frame from end thrust strain. 
This arrangement permits the use of light bridges for centering and supporting the core side- 
ways and reduces the tendency to weaken the walls of the tile from this source. 

The frame work is simple and strong. Shafts of large diameter; gears large diameter, wide 
face. The safety factor ‘throughout is high. ; 

The No. 263 Machine will make tile as small as 8 inches and as large as 30 inches internal 
diameter and as rapidly as they can be properly handled. The cutting mechanism is capable 
of rapid and accurate work. ‘i 

This machine is mounted ona steel frame, as shown in the illustration. 


Specifications 
Weight without-Diesse2 ts ify. <7 ath Be eo tc aa at ES 18,000 pounds 
Length Over all.yss ee i hs eee ee ce ote aie es 12 fied in, 
Center of Pulley te canger af Hoppe 2522755 cs Giusti: oe Gebteedein 
Center of Hopper torceitek eh bes eater en pr 2 ft. 7% in 
Length. of Hopper: ios i eee te tapes wit tate ty Me 20 in 
Height, Platform: ti-topeel Mapeer 45.01 sso on ue ee ce 1914 in 
Platform to center QRS meyi et een neg erg ME CS en 12 in. 
Platform to.top ot Peiwies 50 oe oie ee ere ee 5 ft. 1014 in. 
Platform downwards! tebulcdh Ia = np oe A ee 1614 in 
Usual: height of: Pratepaienn oon oc he a Se ne eS, Bh tn ee 7 ft. 6% in. 
Width oveg: allco ai Saree ae ee tee dah ls eee foes, SRT ae 6 ft. 3% in. 
Width of -Bawe..\ . oper ee eee ys e's. 7 ds i 3 ft. 10 in 
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We record size and specifications of 
each Die, according to number 
stamped on face of Die. 

Always give this number when ordering 
tepair parts, 






Standard 4-Liner Niedergesaess Lubricating Side-Cut Brick Die 


Die Casing 


Sheet Steel Liners 


Front liner No. 1 in 
4 parts for square corners 


Second liner 
Third liner 


Back liner No. 4 ; 
— 


Cast Iron Liners 









Front liner No, 1 
Second liner 


Third liner 
Back liner No. 4 







Stay Plate 


Gasket for stay plate 
Top apron — 


End aprons ‘ s P 
- Valve and Pipe connection for Steam, Oil or Water 


Petcock for drain 
Set screws to fasten stay plate 


Bottom apron 
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American Niedergesaess Lubricating Side-Cut Brick Die 


To manufacture brick successfully it is highly essential to have a first-class brick die to be 
used in connection with the auger machine. The American Niedergesaess Lubricating Die has 
been used for more than twenty years and has proven successful in many different kinds of 
clays. It can be lubricated with either water, oil or steam, according to the character of the 
clay to be worked. The connecting pipe with valve, shown in the cut, may either lead to the 
boiler or a water tank, or to an oil reservoir. On the right are shown four cast iron liners 
having channels around their edges. These liners fit into the die casing. On the left are shown 
the sheet steel liners which fit into each cast iron liner. The front four sheet steel liners fit into 
the front cast iron liners and make the sharp corners on the brick. When round corners are 
desired on the brick, these are replaced by a liner similar to the second liner. The four round 
edged plates in the foreground are termed the aprons, and are put in last over all the liners. 
The whole is held in the die casing by the stay plate. Proper packing, cement or putty, is used 
to prevent leakage. The duties of the aprons are twofold: to prevent wearing of the liners 
and to exclude the lubricant where not wanted, so as to insure an even flow. It is highly 
necessary that only clean fluid be used, as otherwise the channels will become filled up, making 
the die inefficient. For some clays, dry steam answers the purpose better than either water 
or oil. : 


Each die is fitted complete and inspected before shipment. The size and description are 
carefully recorded for future reference. 
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The front sheet steel liners 
must be cut to the exact 
size to which the adjust- 
able die is to be set. 





The Ehrick Adjustable Brick Die 


Cap Screws = 


for Stay Plate 





Back Gasket 


Stay Plate 










djustable 
Cast Iron Liners 





Sheet Steel 


Back Sheet 
Steel Liners Front Sheet 
Steel Liners 


Cap Screws for Adjustable Liners 
Pet Cock for Drain 
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The Ehrick Adjustable Brick Die 


The necessity of changing the entire front of your brick machine in order to vary the size 
of the brick is a thing of the past, as the Ehrick Adjustable Brick Die makes it possible to vary 
the size in a few moments by simply adjusting a few set-screws. This is a big advance in die 
construction and The American Company takes pleasure in calling the attention of the brick- 
maker to this convenience. It is manufactured and sold exclusively by The American Clay 
Machinery Company and we will be pleased to write you. regarding it. 

The Ehrick Adjustable Brick Die has been designed with the idea of making it possible to 
change the size of the brick die readily and at very slight expense. The die consists of three 
principal parts — the die casing, the adjustable cast iron liners and the renewable sheet steel 
liners. The adjustable cast iron liners are made in four pieces, forming the top, bottom and 
ends of the die. These adjustable liners fit into the casing in such a manner as to make it 
possible to shift their position and alter the length and width of the die. The variation or the 
amount of adjustment that can be secured depends upon the size of the casing. The sheet steel 
liners are made to fit into slots cut in the adjustable cast iron liners and the sheet steel liners 
take the wear on the die. They are made so that they can be readily renewed, and these are 
the wearing parts of the die. The adjustable cast iron liners and the casing will never wear out. 

The front sheet steel liners are made to fit in the front of the die: these consist of four 
pieces, which form the top, bottom and both ends of the die. These four front liners must be 
cut to the exact size to which the die is to be set. The back sheet steel liners are made right 
and left hand to fit in on opposite sides of the die. These liners are the same in all dies, and 
they need not be changed or altered when changing the size of the die. The sheet steel aprons 
fit in the die over the sheet steel liners. They serve to distribute the lubrication and to protect 
the liners. The front gasket is placed in front of the die casing and seals the joint when the 
adjustable cast iron liners are placed in position and securely fastened with the cap-screws. 

The back gasket fits in the rear of the casing and seals the joint under the stay plate. 
The stay plate forms the back of the die and is securely held in position with cap-screws. The 
die casing is made so that there is a cavity around the outside of the cast iron liners and the 
lubrication, either steam, oil or water, is fed into the casing and around the liners. The lubri- 
cation flows through the corners of the die under the sheet steel liners and follows the column 
of clay as it passes through the die. This insures perfect lubrication and makes it possible to 
obtain sharp corners on the column of clay. 

The Ehrick adjustable die: when made in casing No. 330-10 can be adjusted to any size 
from 834 long by 4 inches wide to 934 long by 5 inches wide, making it possible to adjust the 
die for the manufacture of common brick, paving block or fire brick. In changing the size of 
the die it is only necessary to change the size of the front sheet steel liners. If the change in 
the die, however, is greater than 14 of an inch in either direction, it is advisable to secure a new 
stay plate having a larger or smalfer opening, as may be required. The back sheet steel liners 
and the sheet steel aprons need not be changed in order to change the size of the die. All of 
these sheet steel wearing parts may be readily renewed, and in this manner there is no wear on 
the adjustable die liners and the size of the die does not increase due to the wear on the die. 

Die casing No. 330-10 is made to fit the front of the brick machine having a 1514-inch 
round opening. The Ehrick adjustable die when made in this casing will weigh 125 pounds. 
Each die is fitted up complete and thoroughly inspected before shipment. Renewable sheet 
steel liners for the die may be forwarded promptly by mail or express. 
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Standard Nine-Inch Fire Brick Shapes 


The following cuts represent the principal nine-inch shapes that are used, and dimensions 
given are the long-established standards adopted by fire brick manufacturers. 










No. 1 Split 





No. 2 Arch 


Checker 









Feather Edge 


No. 3 Bull Head 






Large 9-Inch 
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No. 2 24-Inch No. Fs beet gree: No. 4 48-Inch 
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Pie No. 5 60-Inch 
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cle Circle Circle 


Cupola Blocks 





No. 1 30-Inch No. 2 36-Inch No. 3 48-Inch No. 4 60-Inch 
Circle Circle Circle Circle 


Quarry Tile 


9x9x1k 12x12x1% 





6x6x1 








Standard Paving Block Designs 


[53] 





sac tn itn e ecec it  imnataetin neem, 






THE AMERICAN CLAY MACHINERY COMPANY 


———————— 
= 





BUCYRUS K°at's 


Hollow Ware Dies 


We make a specialty of dies for all kinds of hollow ware. Our Die Department is in the 
hands of the most competent die-makers in the trade, and the greatest of care is given to all 
die orders. 


We solicit correspondence in regard to all die work, and especially for the manufacture of 
hollow ware. 


We will be pleased to send you printed matter and any information you may desire on 
this subject. 


Dry Hollow Block Dies 


e- 








Front View Rear View 


4-in. x 12-in. Hollow Block Die 
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Front View Rear View 


5-in. x 8-in. Hollow Block Die 





Front View Rear View 


4-in. x 5-in. Hollow Block Die _ 
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THE AMERICAN CLAY MACHINE 


Hollow Building Block 








Hollow Block Wall Veneered with Brick 
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Metal Ties. 
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Hollow Ware 


The range of hollow ware which can be made on our auger machinery includes hollow build- 
ing blocks, electrical conduits, drain tile, fire-proofing, and other staples in. clay ware. These 
products are readily marketable, from the drain tile, which is a common necessity, to hollow 
blocks, which have taken their place in the better class of building material. 

In the manufacture of vitrified clay conduits there is a field which promises an increasing 
demand from year to year as the public and the electric service companies become more con- 
versant with the benefits of clay conduits for carrying service wires. Millions of feet of conduit 
are laid every year and the demand for a good conduit is such that attractive prices maintain. 

Drain tile has always met with a good demand, and is especially promising in localities 
where farm drainage has not yet been completed. There will always be a good demand for this 
staple clay product, but the activity of the demand depends upon the location and its needs. 
The benefit of farm drainage has long been conceded and will create a steady demand for tile, 
while in the cities and towns scarcely an improvement is carried out in which this class of clay 
product is not used. 

Fire-proofing needs no advocate to call attention to its importance. The fire record of the 
past few years shows the crying need of better and more thorough fire-proof construction. 





Products of Our Hollow Ware Auger Machines 
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Those buildings which have been constructed of burned clay products have withstood the fire 
test with great credit, and are excellent evidence that the very best fire-proof building material 
is of burned clay. 

All these hollow clay products are most economically made on our machinery because the 
machines are well adapted to their production. 

The hollow ware field has many attractive features. Though- requiring some extra care in 
the handling of the products, the market value of the finished article is a compensating advan- 
tage. To those who have a suitable clay, this branch of the clay trade should prove profitable. 
If you desire a test made of your clay, we will be pleased to place our testing-room at your 
disposal and will send you finished samples of hollow ware made from your clay. We will give 
you further particulars regarding the manufacture of hollow ware upon your request. 





Products of Our Hollow Ware Auger Machines 
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American Granulators 


American Granulators are used for preparing plastic clay and feeding it to the crushing rolls 
in a properly prepared condition and at a constant and uniform rate. 


A hopper should be built above the granulator large enough to store one or more carloads 
of material, to provide against interruptions in the hauling from the bank. 


The American Granulator reduces the labor of feeding the clay to the crusher e 
knives are adjustable as to pitch and may be set at the proper angle to deliver the 
of material for each individual plant installation and furnish a uniform supply of cle 
means practically constant and dependable daily output. 


The knife shaft is round and is cast from our standard “American gear metal.’ nt 
sufficient diameter to insure against breakage from crystallization, and soon takes a high, _ .sh, 
consuming but little power from friction, and will wear for years. The sockets for the knives 
and keys are cast in the shaft, thus toughening the metal and obtaining the strongest’ casting 
it is possible to make. ‘ 


American Granulators are built either bevel geared or spur geared, and. profiting by our 
experience in the construction of a line of strictly modern machines, we use but a single’pair of 
gears, one spur or bevel gear, as the case may be, and one pinion, completely enclosing them in 
such a way that they run in a bath of oil in a dirt-proof. case. 


The bearings of American Granulators are ring oiling, excepting the end thrust on the 
main shaft, which is a ‘‘marine”’ type. The advantage of this type of bearing is that it will 
take the thrust from either direction, and the machines are readily convertible, so as to dis- 
charge the material at either end of the shell, that is, between the gear frame and the shell or 
at the opposite end, as may be most convenient. The arrangement of the knives is such that 
they may be reversed and run in the opposite direction. 


The shaft is the same for all American Granulators of a given size, regardless of the direc- 
tion of motion or whether spur or bevel geared. 


While the American Granulators are convertible as to direction of discharge and direction 
of motion, in ordering it is advisable that we be informed as to these points to enable us to ship 
the machine arranged to suit requirements. Each machine is erected complete in our factory 
and thoroughly inspected before shipment. 
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American Pug Mill and Granulator Shaft 


The round shaft and adjustable knives as incorporated in our standard line of Granulators 
and Pug Mills contribute to greater efficiency. 

The shaft is large in diameter and is free from vibrations, reducing the tendency to .crystal- 
lize. They are cast from a mixture of steel and charcoal iron, making a close-grained structure 
of great strength and wearing qualities. In service, they become polished, so that the full area 
of the tempering chamber is effective entirely up to the shaft. The adjustable knife feature 
makes it possible to obtain the maximum amount of mixing and the proper quantity of material 
at all times. The method of keying the knives in the shaft provides a safe method of securing 
the blade to the shaft and at the same time a convenient method of adjustment for pitch and : 
for renewal. 


owed 


5 Ne 





American Granulator and Pug Mill Shaft 


American Pug Mill and Granulator Knives 
Our American Pug Mill knives are of the ‘Battle Ax” type, having a thin cutting edge 
with heavy back and round shank. New faces can be welded on when the blade becomes worn, 
and the round shank permits adjustment of the blade to any angle, regulating the discharge 
to a nicety. 
Our standard line of pug mills owe their efficiency largely to this knife, to the round shaft 
and to the increased area of the tempering section. 


American Granulator and Pug Mill Knife 
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American No. 354 and No. 355 Granulators 





American No. 354 Granulator 
(Pushing Type, Weight 15,415 lbs.) 


These are single-geared, single-shaft granulators. The design of the machine is such as to 
permit driving it in either direction and arranging it for either the pushing or the pulling type. 
The two machines are identical in construction with the exception that the No. 354 Granulator 
is the pushing type, arranged to push the material forward, away from the driving end and dis- 
charge at the forward end of the shell, while the No. 355 Granulator is arranged to pull the 
material and discharge between the gear frame and the shell. 


Fy 


American No. 357 and No. 358 Bevel-Geared Granulators 


The two machines are identical in construction with the exception that the No. 357 Grantlator 
is the pushing type, while the No. 358 Granulator is the pulling type. 


Rated Capacity Per Hour — 
Building Brick, 5,000 to 15,000 per hour. 


Capacity is governed by speed at which the pulley is driven, angle at which the knives 
are set, nature and character of clay, and by management. 


« 
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American No. 357 Bevel-Geared Granulator 
(Gear Cover Removed) Pushing Type 





American No. 358 Bevel-Geared Granulator 
Pulling Type, Weight 13,500 pounds 
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Specifications 


Base — 

The base of this machine is a heavy one-piece casting carrying the shaft bearing and form- 

ing an oil reservoir for the gears. 
Shafts — . 

The cast iron mixing shaft is 9 inches diameter, made from the same material used in Ameri- 
can gears, and arranged for inserting the mixing knives, which are secured in posi- 
tion by steel keys. The pulley shaft is steel, 4 inches diameter. 

Bearings — 

The machine is fitted with ring oiling babbitted bearings. The bearing on the driving 

end of the mixing shaft is of the marine type for end thrust and is 18 inches long. The 


bearing on the forward end of this shaft is 914 inches long. Bearings on the driving 
shaft are 18 inches and 14 inches long. 


Gears on Nos. 354 and 355 Granulators — 

The gears are cast American gear metal 2-inch pitch, 10-inch face. Master gear is 387% 
inches diameter, driving pinion is 95g inches diameter, ratio 4 to 1. They are incased 
and run in a bath of oil. 

Gears on Nos. 357 and 358 Bevel-Geared Granulators — 


The gears are cast American gear metal 214 inches pitch, 10 inches face. Master gear is 
451% inches diameter, driving pinion is 1114 inches diameter, ratio 4 to 1. They are 
incased and run in a bath of oil. 


Shells — 

The shell is made from one-piece of tank steel 33 inch thick. The mixing chamber is 

12 feet long, 32 inches wide and 16 inches deep. 
Knives — 

The mixing knives are hammered steel, Battle Ax type. They are inserted in the mixing 
shaft and secured by steel keys, the arrangement being such as to permit setting 
the knives at any angle required for thorough mixing. The blades are 10 inches 
long and 5% inches wide. Fifty-two knives are required for the mixing shaft. 

Driving Pulley — 

The machine is furnished with a Bucyrus friction-clutch driving pulley 48 inches diameter, 

12 inches face. 
Speed — 

The speed of the driving pulley should be 60 to 120 R. P. M. This may be increased or 

decreased according to the capacity desired and the character of the work. 
Power — 


Power required to operate this machine will vary from 35 H. P. to 60 H. P., according 
to capacity, character of clay and quality of mixing required. 
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Dimensions No. 354 and No. 355 Granulators 


Manet versalle ira) cutee tiers ave tos adie tate vee ole crers suum eras ee eet eG ene, Sy ea Prats ee 23. tt. 6 ifs 
Lpreravt dal (0) Meco | peel A ner Sel eee Sone aie e oe PIERO | ah TE nr Os ty te ea 23) ft. 6. in. 
WHO cn mover rallied ccc urate cane poke rie maaterd PHS tee eet a MeN Ee Poh wtala soatee dia cadres 6 ft. 
NAgaTHONISi lata. etek mr aie bs me Cake eh roneah Share Me cere ods Suda ie A 4 ft. 4 in. 
Rleigtiicoven “allay acct eatict or ccl namie ad ihe bag @ Sasser AiR EIN Se MO ONS pte ah aoe 5 ft. 51% in. 
eign cto stop sobs SMe lliceres tage. sees wile © stele eae ites omega Rime EERSTE slnceE oon wes nts a 2. tt.. 3 in: 
Hejent, toscensen-on, Omwing, Pulleys. a0 dsagiireM coe ba cdoe Matners ec sd oases 3 ft. 51% in. 
Height to. centensols Mining, Sbatt.ccci.. .c. ud adh.aea ve aera dara fe eee a eee 2. ite 1 in. 
Length from Discharge end to center of Pulley on No. 354 Granulator.......... 19 ft. 514 in. 
Length from Discharge end to center of Pulley on No. 355 Granulator............ S ft. 11 in. 
Space fonsPischarge: se wse.Uc eerie ite ae Be Sos it Grains as Caine aces lacs Patt atl Meret). doe 17 in. 
Weight...... teas Ye ee eee ae NEE as CURBS SRN Nea tee chek Gah Petes ki acts ... 15,415 pounds 


Dimensions No. 357. and No. 358 Bevel-Geared Granulators 


enehe ay er vals viene seme de: i nt a. th cnomeee Sn e Y Geeceute his laa gets, ote Chm 2 ste 19 ft. 6 in. 
eee ee RSS 5 Ns ee pre “gis ae Pa Dare eh awe ge de ea Ewe ns eee eS oe 18 ft. 6 in. 
WU ech Femelle Lm cee eae aca tee eet: AS yaemtie ar ee hen Mc Pe IE LET ul Re eater ae 19 ft. "6 in. 
NA TeL MESS CHE RSA Sesh mace otis ote meee SG Suey ie AE arid Mo Ee Ue ee pM RS ro Sie eran: aan Shan » 4 ft. 4 in. 
ETON ESO VEEaAll van ce tcne.: ert ianh enone cietas SoM St tis be cate) a setih e mgt aie reese ne ecaaena eet (ait Spin 3 4 ft. 2% in. 
fee Ct cc bicep chs oa Sia. La ape mele we Aelgeed Seem Alors Phe nev sen ae 27 in. 
petit to center oo Deivinw: Palloy go45 fee: cams odcere te RENEE waar Dee eee ce ee ne 25 in. 
HeiphtatoucenterrOfaWiixiie Ohaltn s,m sec sete etice> Gop oie eer ee ice eRe nd tae Sie 25° ins 
Length from Discharge end to center of Pulley Shaft — No. 357 Granulator..... 15 ft. 13 in. 
Length from Discharge end to center of Pulley Shaft — No. 358 Granulator...... 4 ft. 63% in. 
Distance from center of Driving Pulley to center of Machine.................... 5 ft. 51% in. 
See SRR RIAA ME os Preers fo seater arn chin bs ah ode ea tag Pa RE TRO ERE STs OGRE Ree 17 in. 
WEES OIE caste Sterol ons te oe an tphatnseai's AY Elpirye-qer a gy Sia ser amare oon cepa odinete tte ie: yak 13,500 pounds 
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American Pug Mills 


Pug Mills, so called, are in reality mixing machines, used for the purpose of preparing 
clay for the Auger Machine. The demand for better wares and less waste calls for better 
preparation of material than has been obtained in the old style Pug Mills. 

To meet the above requirements, we have developed a line of standard Pug Mills, increas- 
ing the area of tempering chamber, increasing the number of knives, and decreasing the pitch 
of the knives, so as to obtain more thorough mixing and tempering. 

The pitch of the knives is readily adjusted, so as to retain the material evenly throughout 
the entire length of the tempering chamber. 

The end thrust is of the marine type, taking the thrust from either direction, enabling 
the machine to be run in either direction and to discharge the material at either end of the 





tempering chamber. In other words, they may be readily converted from a right to a left 
hand machine, or to discharge the tempered clay between the gear frame and the tempering 
chamber, or at the opposite end, as desired. . 

The bearings are ring oiling, excepting the thrust bearing, and the gears run in an oil 
tight case. 

The machines are heavier than the older type, and the metal is distributed to absorb the 
vibrations and stresses. 

All of these machines are single geared and have open ends. 

A space is left between the tempering chamber and shaft bearings to avoid the possibility 
of clay working into the bearings. 

The intent of the designer is to produce a utility machine that will stand up to its work 
indefinitely and do good work with a minimum amount of power. 
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American Steel Frame for Mounting Pug Mill 


In designing modern brick plants it is good practice to set the Pug Mill over the Brick 
Machine so that the clay will feed by gravity from the Pug Mill direct into the Brick Machine. 
It has been the custom to support the Pug Mill on a cumbersome wood frame, which, in case of 
fire, burns out from under the Pug Mill, allowing it to fall on the Brick Machine, often ruining 
it, and at the same time breaking and bending the Pug Mill so it is a total loss. In order to 
prevent this, we have designed a line of neat, strong, well-braced structural steel frame supports 
to mount the Pug Mill over the Brick Machine. 





The height of standard frame is 8 feet 6 inches. Each leg is provided with a base plate, 
which should be anchored to a brick or concrete foundation. The length is governed by the 
length of the Pug Mill. The width from center to center of foundation bolts is 7 feet 4 inches; 
the width of the top of the steel frame where the Pug Mill sets is 6 feet 9 inches. The wood 
platform can be made as wide as desired; 8 feet is preferable. This we do not furnish. The 
frame is made long enough to premit the operator to walk around to either side at the discharge 
end of the Pug Mill. 

Where necessary, we build a special frame to suit conditions. 

Each frame is set up and carefully fitted before being knocked down for shipment. 
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American No. 291 Pug Mill 
Pulling Type, Weight 15,415 pounds 





American No. 302 Pug Mill 
Pushing Type 
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American No. 303 Pug Mill 
Pulling Type 





American No. 304 Pug Mill 
Pushing Type, Weight 11,000 pounds 
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American Standard Pug Mills 


We build these Standard Pug Mills in three different sizes, with tempering chamber 8 feet, 
10 feet, and 12 feet long. They are all of the same general design and vary in size and capacity. 
These are single-geared, single-shaft Pug Mills designed for thoroughly tempering clay and shale. 
The design of the machine is such as to permit driving it in either direction and arranging it 
for either the pushing or the pulling type. The two machines are identical in construction with 
the exception that one Pug Mill is the pushing type, arranged to push the material forward, 
away from the driving end and discharge at the forward end of the shell, while the other Pug 
Mill is arranged to pull the material and discharge between the gear frame and the shell. 


American No. 291 and No. 302 Pug Mills 
12-ft. Tempering Chamber 


Rated Capacity Per Hour — 
Building Brick, 10,000 to 15,000 per hour. 
Paving Blocks, 5,000 to 10,000 per hour. 
American No. 303 and 304 Pug Mills 
10-ft. Tempering Chamber 


Rated Capacity Per Hour — 


Building Brick, 4,000 to 7,500 per hour. 
Paving Blocks, 2,500 to 5,000 per hour. 


American No. 282 and 283 Pug Mills 
8-ft. Tempering Chamber 
Rated Capacity Per Hour — 
Building Brick, 2,000 to 4,000 per hour. 
Paving Blocks, 1,500 to 2,500 per hour. 
Capacity — 

Capacity is governed by speed at which the pulley is driven, angle at which the tempering 
knives are set, nature and character of clay, quality of tempering required and by 
Management. 

General Description 
Gear Frame — uy 

The gear frame of the machine is a heavy one-piece casting carrying the shaft bearing and 

forming an oil reservoir for the gears. 


Shafts — 


The cast iron tempering shaft is made from the same material used in American gears and 
arranged for inserting the tempering knives, which are secured in position by steel 
keys. The pulley shaft is steel. 


Bearings — 


The machine is fitted with ring oiling babbitted bearings. The bearing on the driving end 
of the tempering shaft is of the marine type for end thrust. 


Gears — 


The gears are cast American gear metal. They are incased and run in a bath of oil, except 
on the No. 282 and No. 283 Pug Mills. 


[71] 





| THE AMERICAN CLAY MACHINERY co. | 


BUCYRUS, OHIO. ¢ 


! 
i 





American No. 282 Pug Mill 
Pushing Type, Weight 5,760 pounds 
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Shell — 


The shell is made from one piece of tank steel. The tempering chamber is 8 feet, 10 feet, 
or 12 feet long. 


Knives — 

The tempering knives are hammered steel, Battle Ax type. They are inserted in the tem- 
pering shaft and secured by steel keys, the arrangement being such as to permit 
setting the knives at any angle required for thorough tempering. 

Driving Pulley — 
The machine is furnished with a Bucyrus friction-clutch driving pulley. 
Speed — 

The speed of the driving pulley may be increased or decreased according to the capacity 

desired and the character of the work. 
Power — 

Power required to operate these machines will vary according to capacity, character of 

clay and quality of mixing required. 


Specifications Standard Pug Mills 
Nos. 291 and 302 Nos. 303 and 304 Nos. 282 and 283 


Pug Mills Pug Mills Pug Mills 
Rated capacity per hour Building Brick 
(834.8 816% 2hg)ecr sen, eee ee 10,000 to 15,000 4,000 to 7,500 2,000 to 4,000 
ated capacity per hour Street Paving Blocks 
(LO:pounds) i. 5 sacs a0is4 sud See es 7,500 to 10,000 3,500 to 5,000 1,000 to 2,500 
ated capacity per hour Fire-Proofing, Hollow . 
Blocks. or Drain. Tile jasn. So ae ee 10 to 15 tons 7 to 10 tons 5 to 7 tons 
Diameter of Cast Iron Tempering Shaft........ 9 in. 8 in. in. 
Diameter of Steel Driving Shaft............... 4 in. 3 in. 21% in. 
Length of Bearings on Tempering Shaft........ 18 in. and 94% in. 16 in. and 844 in. ~ 14 in. and 8 in. 
Length of Bearings on Driving Shaft.......... 18 in. and 14 in. 16 in. and 12 in. 10 in. 
38% in. dia. 34 in. dia. 343¢ in. dia. 
Master ' Gears) ide lihe be eee ee 10 in. face 8 in. face 41 in. face 
j foe Pe ; . 1% in. pitch 114 in. pitch 
ide oe 956 in. dia. 10 in. face 83% in. dia. 8 in. face 6% in. dia. 
Driving: Pinon... ica «faces cee eee 2‘in. pitch 134 in. pitch 134 in. pitch. 
Ratio of Gearss sisi gus 0s odie oonteden ye eee iy ‘ ; " He , 4 5.5 & 1 . 3 
H 12 ft. long, 32 in. wide 10 ft. ong, 28 in. wide 8 ft. long, 24 in. wide 
ogg WG Stell: «5. tes Le { 30 ine dee 3394 in Sleen 29 in, deen 
Thickness of Steel Plate in Shell.............. i — 0% ie oa “A ee 
: : ade 10/4 in. long 814 in. long 44 in. long 
Steel Tempering Knives: .x.0002eaocan/at bench S34 in wide Si¢ in, wile-« 45¢ in--wide 
Number of Tempering Knives in Shaft......... 52 44 31 
Friction-Clutch Driving Pulley................ 48 in. dia. 12 in. face 42 in. dia. 10 in. face 36 in. dia. 10 in. face 
speed of Driving’ Pulley... sc8ek cs coe ok 80 to 120 R. P.M. 80to120R. P.M. 100 to 140 R. P. M. 
Power required. 9. oe caicuelo, adhere ee oe 20 to 40 H. P. 15 to 30 H. P. 10'to 15 ‘H,, P: 
Welghts;...ottidag tigaiecbnm baits eee ne 15,415 pounds 11,000 pounds 5,760 pounds 
Dimensions 
Length overall’ «cnt ns .c., data eeee 23°ft: 20 ft. 14 ft. 5 in. 
Length of Sulig. 2 iediss, 05 save iecdacte eR AOR 23 ft. 20 ft. 14 ft. 4 in. 
Width) overall eae ae A thoy, etter eae, Gots 6 ft. 5 ft. 4 in. 4 ft. 10 in. 
4 ft. 4 in. 3 ft. 10 in. 2 ft. 10 in. 
5 ft. 51% in. 4 ft. 10 in. 3 ft. 10 in. 
4 ft. 3 ft. 634 in. 3 ft. 3 in. 
3 ft. 514 in. 3 ft. 1\in. 2 ft. 414 in. 
2-$¢; "in, 1 ft. 11 in. 1 ft. 10 in. 
18 ft. 734 in. 15 ft. 1134 in. 11 ft. 34 in. 
7 ft. 814 in. 6 ft. 1134 in. 3 ft. 1114 in. 


[73] 











American No. 162 Automatic Disc Feeder for Pug Mill 


This machine is designed to be attached to a Pug Mill, and arranged so that it will operate 
only when the Pug Mill is in operation, the arrangement being such that the flow of clay is 
automatically regulated at all times. This insures uniform and regular tempering and greatly 
improves the quality of the brick. When attached to the Pug Mill the Disc Feeder is driven 
from the Pug Mill shaft by a sprocket chain. The machine is self-contained and is substan- 
tially constructed in every detail. It is built for long and continuous service. It may be 
installed and operated as an independent machine entirely separate from the Pug Mill. 





The standard size of the circular plate or disc is 36 inches diameter. Where it becomes 
necessary to enlarge the diameter of this disc due to certain requirements or conditions, we do so 
by attaching a circular steel plate to the top of the cast iron disc. Above the Disc Feeder it is 
necessary to install a small clay bin for receiving the material which is to be fed to the Pug 
Mill. We do not furnish the clay bin with the Disc Feeder. We do, however, furnish a hopper 
which is to be attached to the clay bin. The lower end of this hopper is circular and is made 
with a thread or screw upon which we mount an adjustable spout, which can be raised or 
lowered by turning on the screw. This increases or decreases the distance between the hopper 
and horizontal disc, and in this way the amount of clay passing from the bin can be accurately 
regulated. The construction is such that the spout can be set in any position and securely 
locked, so that it will not jar loose and change the adjustment. There is also a scraper attached 
to the hopper, so arranged that it may be adjusted to deliver the clay from the revolving disc 
to the Pug Mill. With the Disc Feeder properly adjusted and with proper means for controlling 
the water supply, uniform tempering can be secured without the aid and without the necessity 
of having a man in charge of the Pug Mill constantly. 
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Specifications 


Shafts — 


All shafts are steel. Diameter vertical shaft, 214 inches. Diameter of driving shaft, 
11% inches. 


Bearings — 


Bearings are well proportioned and carefully made. Length of vertical shaft bearings, 5 
inches. Length of driving shaft bearings, 8 inches. Diameter of disc in step bearing, 
7 inches. 


Gearing — 
All gears are made of American gear metal. Bevel gear 17.92 inches diameter, 3 inches 
face, 11% inches pitch. Bevel pinion, 7.91 inches diameter. Gear ratio, 2.25 to 1. 
Feeder Disc — 
The standard feeder disc is 36 inches diameter. 


Driving Pulley — 


The driving pulley, when used as an independent machine separate from the Pug Mill, is 
12 inches diameter, 4 inches face. Speed, 40 R. P. M. 


Capacity — 

This machine will feed clay for a Pug Mill of the largest capacity. 
Power — 

The power required, 1 to 2 H. P., will vary, dependent on the quantity and quality of 

the clay. 

Weight — 

1,390 pounds. 

Dimensions 

Length: over, alls. jc aac oe tenia tee eos ia nc een Peete ei. Ree 3 ft..6 in 
Height tomtoppon Disc tp tty wt nce ee tiene toa ee a te eee eM ee 2 ft. 8 in 
FRGr et Geek WG OR IR oo ccs eres eos S bitch arseontem ec olntek vane Ode e LAs 4 ft. 5 in. 
Sime WE MERA TBE. oid ice c 5 cas bec keys i as adem Baad WP apiek wx smpentad tgdinnyt 20 x 20 in. 
SSizkt OF WEED 6 fschss 5 os sy cena dom Rewind dees de ee ns ee 24 x 24 in. 
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American No. 26 Double-Shaft Pug Mill 


This is a heavy double-shaft Pug Mill designed for thoroughly mixing and tempering clay 
and shale. It is especially recommended for mixing materials that do not take water readily, 
or for mixing two or more different materials when the mixture must be thorough and uniform. 

The standard machine is constructed with the discharge end closed on the bottom, and is 
arranged to discharge the material above and over the top of the mixing shafts. 

The Pug Mill shell is partially closed to prevent the clay from working out over the top 
at the discharge end. When specified on the order the machine can be furnished with the dis- 
charge end open at the bottom, but when constructed in this manner, the machine does not 

















é 
give as thorough pugging as when it is arranged to discharge over the top of the tempering 
shafts. 

To increase the pugging capacity of this machine a series of steel bars are placed above 
and below the tempering shafts, passing through between the knives. These bars are 114 inches 
diameter. 


Rated Capacity Per Hour — 
Building Brick, 4,000 to 6,000 per hour. 


Capacity is governed by speed at which the pulley is driven, nature and character of clay, 
and by management. 
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Specifications 


Gear Frame — 

The gear frame of this machine is a heavy one-piece casting carrying the shaft bearings. 

The machine is mounted on 8-inch steel ‘I’ beam skids. 
Shafts — 

The tempering shafts are forged steel, 4 inches square in the mixing chamber and 5 inches 

diameter in the bearings. The driving shaft is steel, 3 inches diameter. 
Bearings — 

The bearings on the driving shaft and on the tempering shafts are 12 inches long. These 
are well babbitted with the best grade of metal for the purpose. The chilled discs in 
the end thrust bearings are 8 inches diameter. 

Gears — 

The gears are cast American gear metal 1.75 inches pitch, 10 inches face. Master gear 
51.25 inches diameter, driving pinion 8.96 inches diameter, ratio 3.7 to 1. The inter- 
mediate gears are 2.25 inches pitch, 8.5 inches face, 17.95 inches diameter, ratio 1 to 1. 

Shell — 

The shell is made in three pieces; these are tank steel 1g inch ‘thick. . The tempering 

chamber is 8 feet long, 48 inches wide and 36 inches deep. . 
Knives — 

The tempering knives are cast from a special mixture of metal, same as used in making 
American gears. These knives are arranged to clamp around the square shaft in the 
tempering chamber. Each pair of knives will occupy a space 6 inches on the tempering 
shaft. The knives are 1014 inches long and are 6 inches and 3 inches wide. Sixty- 
four knives are required for both tempering shafts. 

Driving Pulley — 

The machine is furnished with a friction-clutch driving pulley 42 inches diameter, 12 inches 

face. 
Speed — 

The speed of the driving pulley should be 75 to 150 R. P. M., according to the capacity 

desired and the character of the work. 
Power — 

Power required to operate this machine will vary from 40 H. P. to 50 H. P., according to 

the capacity and the character of the clay. 
Weight — 
15,865 pounds. 


Dimensions 
Lengthy sip, 0 a.c.02:. ob endiants si satya ceneundle yaa gunere rte s/e.Has. ote! ibecadl scat aeons 16 ft. 8 in. 
Lea Gh SM sins ering 8zy as cts ag! te ayes ta By le Wet Shaky al. hail ce eee 16 ft. 8 in. 
Widely epeane is tet, amis atded deg bik Pe cheb, Rest Jb anloa iad oli karina: EC 7 ft2 0: in, 
WHelkte (OE Bai cig ke jt tne sothantitg sentient bad tana byes ca ete PI Sit: Qin, 
Fleight ower lhisee' sox ghoc Bsa0.t nists oo hates callie ss erie cI cabal Rea Peteleen ene 4 ft. 6 in. 
Heighs 46). togh-ehy Bellic 7 fa 'y ain tergineg «1 is has GOSH ech wa ois We ascites! Gee ee ee 4 ft. 1 in. 
Height to center of Driving WOE ye 5 3 ay Fd hate dh as ba Vek vee Oe 2 ft. 4 in. 
Height to center of Tempering’ Shaftess:. <0 o5¢25 sis o2s scukieicabs cx cdurrenccocueh, 2 ft. 4 in. 
Length from Discharge end to center of Beivieg Pulleys mide Xa wis. «coe vatedig 15ft.; 0"im: 
Width from center of Machine to center of Erivitig: SRATE 355s". bh co nw wncr eee lads 1 ft. 9 in. 
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American No. 168 Taper Tub Pug Mill 


This Pug Mill was designed for retempering clay and is used where thorough tempering 
is required. The clay must be partially tempered or soaked before it is delivered to this 
machine. The No. 168 Pug Mill is adapted particularly for fire clay used in glass works, also 
potteries and terra cotta plants. It is made short, the discharge end being only a short distance 





from the hopper, so that the clay can be returned from the discharge back into the mill to be 
repugged as often as desired. 

The tempering cylinder, which is 4 feet long, is made tapering. The lower half is provided 
with rectangular steel cleaner teeth mounted on a steel rod, forming a hinge and held in position 
by a shearing pin. These cleaner teeth extend towards the pug shaft between the tempering 
knives. The knives working between the cleaner teeth promote thorough mixing of the mate- 
rial: Should a stone or piece of iron get into the mill the small shearing pin will shear off, 
permitting the cleaner teeth to fold up into the upper half of the cylinder or concave, which is 
provided with a cavity so that the cleaner teeth can fold up sufficiently to let the knives clear 
them without breaking. 
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The tub is tapering from the receiving to the discharge end, to which is bolted an extension, 
and to this is hinged a front having a 12-inch round opening. The front is provided with a 
safety attachment which shears a pin, allowing the front to open when the clay in the mill 
becomes too stiff. The discharge opening may be made any size required. 

The mill is provided with a self-contained gearing frame mounted on steel I-beam skids, 
which extend back to receive the outboard bearing on the driving shaft and forward to receive 
a pedestal which supports the front end of the pugging cylinder, making the mill self-contained. 
The pug shaft is forged from a steel billet. The bearings, which form a part of the gear frame, 
are made of sufficient length to carry the tempering shaft without the necessity of a bearing 
on the discharge end of the shaft. The rear end of the shaft is provided with our standard 
thrust bearing, consisting of two chilled discs between which is a bronze disc revolving in oil. 


Specifications 
Gear Frame — 
The gear frame of this machine is substantial and firmly mounted on 7-inch “I” beam 
skids. The bearings are a part of the frame. 
Shafts — 
The forged steel pug shaft is 31% inches square in pugging chamber and 5 inches in the 
bearings. The driving shaft is steel 24% inches diameter. 
Bearings — 
The bearings on the pug shaft are 14 inches long andthe driving shaft bearings are 914 
inches long. All bearings are carefully made and babbitted with our special metal. 
The chilled discs in the end thrust bearing are 9 inches diameter and run in an oil bath. 
Gears — 
The gears are cast American gear metal. Master gear is 36.75 inches diameter, 1.75 inche 
pitch, 5.5 inches face. Pinion is 6.25 inches diameter. Gear ratio, 6 to 1. : 


Shell — 
The Pug Mill shell or tub ‘is cast in halves, carefully planed and securely bolted. Length, 
4 feet. 
Knives — 


The pug shaft is fitted with 8 double blade tempering knives varying in length to conform 
to the taper of the pugging chamber. The blades are 3.5 inches wide and each knife 
will occupy a space of 5 inches on the shaft. 

Driving Pulley — 
The machine is fitted with a friction-clutch driving pulley 36 inches diameter, 8 inches face. 
Speed — 

The speed of the driving pulley should be 150 R. P. M., dependent on capacity desired 

and character of the work. 
Power — 

The power required to drive this mill will vary from 20 to 30 H. P., according to capacity 

and character of material. 
Weight — 
6,800 pounds. 


Dimensions 
Length eee S002. fqn un 2a: van pagtily pe Reese sl abottan Phe eg ae A 10 ft. 9 in 
Width. ..,«.smiyesSneetn siadrer at tee cnageaneeern c Mia «Meter ae eee 5 ft. 6 in. 
GigE, <= 14. oes (aye De anadaden sy tte de Peak te Sal el ae es ln ee 3 it. Wa 
Height from top of floor to NOD OU: SM. it Seek Fs hee eee, iy tate eee 2 tts Sin 
Length from center line of Driving Pulley to Discharge end....................... O° ft... 1 
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‘American No. 247 Double-Shaft Clay Feeder and Mixer 


This machine is designed for preparing and feeding plastic clay. As a feeder it forms the 
bottom of a clay storage bin and will discharge the material at a uniform rate, determined by 
-the speed at which the pulley is driven, by the pitch at which the knives are set, and by the 
position of the adjustable gate which regulates the final control. 

It may also be used to an advantage as a double-shaft Pug Mill, in which case the clay bin 
and the gate are omitted. The standard machine, which is always furnished unless other- 
wise specified, is bevel .geared, with the driving pulley on the right-hand side, as shown in the 
illustration. Driving pulley may be placed on the left-hand side, if so specified. The machine 
may also be built spur geared when ordered. The standard machine discharges the material at 
the end of the mixing chamber opposite the driving gears, but the machine may be built so as 
to discharge the material between the mixing chamber and the gear frame when so specified. 





Rated Capacity Per Hour — 
Building Brick, 3,500 to 5,000 per hour. 


Capacity is governed by speed at which the pulley is driven, nature and character of the 
clay, and the position of the adjustable discharge gate. 


Specifications 
Base — 
The base of this machine is a heavy one-piece casting carrying the shaft bearings. 
Shafts — 


The mixing shafts are hammered steel 514 inches diameter. The driving shaft is 214 inches 
diameter. The intermediate shaft is 3 inches diameter. 
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Bearings — 


The bearings on the mixing shafts at the forward end are 7 inches long. At the gear end 
the bearings are of the marine type end thrust, 10 inches long. Pulley shaft bearings 
are 5 inches and 7 inches. Intermediate shaft bearings, 7 inches long. 


Gears — 


Gears on the mixing shafts are cast steel 134 inches pitch, 6 inches face, 14 inches diameter, 
ratio 1 to 1. Intermediate gears are cast American gear metal, 114 inches pitch, 514 
inches face. Master gear is 25% inches diameter, pinion 714 inches diameter, ratio 3.6 
to 1. Bevel gears are cast American gear metal, 114 inches pitch, 4 inches face. 
Bevel gear is 22 inches diameter, pinion 714 inches diameter, ratio 3 to 1. 





End View of American No. 247 Double-Shaft Clay Feeder and Mixer 


Knives — 


The knives in the mixing shafts are hammered steel, inserted and secured by keys. Sixty- 
four knives required for both mixing shafts. 


Shell — 


The shell forming the mixing chamber is 8 feet long, 31 inches wide, made of steel plate 14 
inch thick, reinforced on the edges with angle iron. 


Driving Pulley — 


The bevel-geared machine is furnished with a friction-clutch driving pulley, 36 inches 
diameter, 81 inches face. The spur-geared machine is furnished with friction-clutch 
driving pulley, 48 inches diameter, 81 inches face. 
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Speed — 
Speed of driving pulley on bevel-geared machine, 100 to 250 R. P. M. On spur-geared 
machine, 35 to 90 R. P. M., according to capacity desired and character of work. 


Power — 


Power required to operate this machine will vary from 5 H. P. to 10 H. P. when the 
machine is used as a Feeder, and from 10 H. P. to 20 H. P. when the machine is used 
as a Pug Mill, depending upon the capacity required and character of material used. 


Weight — 
7,250 pounds. 


Dimensions of Bevel-Geared Machine 


Tpenethcerer Bll kn es nS 2 ie ten eacgeeh inte g «tevin Rhee nigin aor ning s AH A mA Ceo 14 ft. 10 in. 
Eenptir of Sills ccs 5 so fener fe ago oe ae Be BEd ye Se yea gees tee ees 14 ft. 8 in. 
Length from center of Driving Shaft to end Gere reason oe rapnmaees Baia e ss 3 ft. 7 in. 
Seite i, SPM coseoere 4 gen os = + hag. 4 CaS ge vee eg Dilger Serhan ae a RG IN 8d eR 9 8 ft. 0 in. 
Width over all....... 2... SA, cet Pd ahs ee Soe PE DMN ETS gee AR ee as Ek SR a SP = 6 ft. 6 in. 
RAE PAT UGE SAT LLG oe cea ae Pe aiSes cre ee oe ayer sagen Cakes Py aturen ad the eae 3 tty 8 “in; 
Width from center of Driving Pulley to center of Mixing Chamber...........-.. 3 ft. 1% in. 
Height over, alk i eatiac et cs Vee Seat sees A ene ass Ae Geo an sae 9 3 ft. 6 in. 
Merit to top of Shell. ied cs vee 620 Pi eee mea en ee eg Se 1 ft. 1114 in. 
Héight to center of Driving Shaft............... 6. sete e eee reine eens 1 ft. 111% in. 
Height to center. of Machine...... 2.6... 5 cee eee ces teen nee e ee ea ee nee bene ee 1 ft. 2% in. 


Dimensions of Spur-Geared Machine 


Vesta rer BEA ge eins AS a pees He vin Smee gS Hs esr ca ees ete ee 17 ft. 6 im, 
Moet he I aoe ye eee eit ents wets op PR ome Ree Fads este vins pena eee 14 ft. 8 in. 
Length from center of Driving Pulley to SNdvOr Shes hls ca ate ce see os SES 5 ft. 101% in. 
Peery ot Shel Pea nxtes wap ees oe sete sonia CR RE RES HSER TER TE So Res S ft. @ in; 
RHEL ERY UO Falla yeeewys tA er ow Re pune o 06 2 Decne eR NRA IS Pa gine ace Hee He curse wp anaes 4 ft. 7 in. 
WILE TT GP Sill Sek ccc wr coke | wih ke NPE GIES cr ae ciarg GIR ee err Hehe Siere a cee org audye ME HEH BZ 3 ft. §, in. 
Width from center of Driving Shaft to center of Mixing Chamber..............--. O ft. 7 in. 
Richey Sovrer Nl asac 2) san ames a < oo Aan mye ee REREIA RRM IH CEM EMRE Ao Obes ams 4 ft. 0 in. 
Height to fop af Sletl. |... se cas ee b es seem seas nme Seem deena re? 1 ft. 11% in. 
Height to center of Driving Shaft.........-... 6-0 - eee eect etter eee 1 ft. 11% in. 


Height to center of Machine..........-- 0.0. e cere e entree ete reece renee erences 1 ft. 2% in. 
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American No. 274 and No. 316 Spiral Clay Feeders 


The American No. 274 Spiral Clay Feeder is designed for handling plastic clay direct from 
the bank, or for handling material that has been ground and screened. When installed in a 
plant, it should form the bottom of a storage bin, and will discharge the material continuously 
at a uniform rate. The American No. 316 Spiral Clay Feeder is identical in construction, with 
the exception that the No. 274 Spiral Clay Feeder is the pushing type, arranged to push the 
material forward, away from the driving end and discharge it at the forward end of the hopper, 
while the No. 316 Spiral Clay Feeder is arranged to pull the material and discharge it between 
the hopper and the gear frame. These machines are built with four shafts, upon each of which 
is a spiral or screw; the shafts turn toward the center of the machine, making it impossible for 
the material to bridge over and hang in the storage bin. 








Rated Capacity Per Hour — 
Building Brick, 2,000 to 3,500 per hour. 


Capacity is governed by speed at which the pulley is driven, nature and character of the 
clay, and the position of the adjustable discharge gate. 


Specifications 
Base — 
The base of this machine is a heavy one-piece casting carrying the shaft bearings. 
Shafts — 


The shafts are steel; pulley shafts, intermediate shaft and bevel-gear shaft are 214 inches 
diameter, miter-gear shafts are 3 inches diameter, and the shafts carrying the spirals 
or screws are 24% inches diameter. 

Bearings — 

The machine is fitted with babbitted bearings. Bearings on the driving shaft, intermediate 
shafts and miter-geared shaft are 6 inches long. The bearings for the screw shaft are 
434 inches long. 

These machines are built either spur geared or bevel geared, as may be specified. The spur 
gears or the bevel gears are made of cast iron American gear metal. The miter gears 
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are made of cast steel. Bevel gears, 214 inches pitch, 314 inches face, 21 inches and 
53 inches diameter, ratio 4 to 1. Spur gears, 114 inches pitch, 5 inches face, 257% 
inches and 71% inches diameter, ratio 3.6 to 1. The miter gears are 114 inches pitch, 
3 inches face, 8 inches diameter. 
Hopper — 
The hopper or shell of the machine is made of steel sheets, well riveted together. These 
sheets are 33; inch thick and the shell is 7 feet long, 38 inches wide, 23 inches deep. 
Screws — 
- The screws form a continuous spiral. They are made of steel plate and are 9 inches 
diameter. 
Driving Pulley — 
Machine is furnished with a friction-clutch driving pulley, 36 inches diameter, 614 inches 
face. 
Speed — 
Speed of the driving pulley is 70 R. P. M. This may be increased or decreased, according 
to the capacity required and the character of the work. 
Power — 
Power required to operate this machine will vary from 5 H. P. to 10 H. P., according to 
the capacity and character of the material used. 
Weight — 
4,660 pounds. 
Dimensions of Bevel-Geared Machine 


Desa Ovet Wn cca vies aa yee est ae eke oe er stenlerth es Sapa EE Eee 8 16: ft. 2*in. 
Retsil Sills oe ocd ens ee nie = ese se ss FAS te eb RRR e APRA aT aE OAR ROH EE 14 ft. 3 in. 
Length from Discharge end of Hopper to center of Driving Pulley for No. 274 
Pe CE ie Lae haa sie ete EA me Ss Ach se NS U ene tae a eyiet Sao WS Seger eke ah CD lions 9 13: ft. 3 In. 
Length from Discharge end of Hopper to center of Driving Pulley for No. 316 
Weer Chic crac Baw) ones ees oem eas» aa LEO hires Se moucleneaws eas 6 ft. 114 in. 
NA eLehi, Oneal lleeccaak a® yer taviie aera ds He A SEI E Gan OD ete ean ate whe sive sake oS Ales hab eo i 5. ft 3"in: 
ON TCRE ECO Hose, aes ei ae ee ca err csectg. oop ENR ile RT Ai tea stetatans ieee ise AE 3 ft.i6 in. 
Height over all— above Channels...:..........- 20s ce yee eee eee ene ce etnies 2 ft. 34% in. 
elaw SC hatnelsio 2 ae Gn dc, ek ne omen RIE Teale. De oot N Say 0 ft. 9% in. 
Height ‘ta top of “Hoppers 1 5: ja ances tnt eo: A, Oy eae Saeed eee ae eee 2 ft, 246, isi 
Height to center of. Machine... 0... 2.20.6. eee ee cena cere teeth eet swede ees 0 ft. 91% in. 


Dimensions of Spur-Geared Machine 


Bnet pier Bh. oi cs ce same caw s Hes Sune een eye Sate eet eens bam te nee RIE TES 15 ft. 2 in. 
NOE CSIR N tah AYR Meee nian Vo Conde heey eke eRe SO ERE ERE A ee ae epee e 14 ft. 3 in. 
Length from Discharge end of Hopper to center of Driving Pulley for No. 274 

eee Micd © ioe teaut etc ous ait Rikecs an aloe pcan pont berets aor eit rele semen“ se as a8 11, ft; 10 im: 
Length from Discharge end of Hopper to center of Driving Pulley for No. 316 

GCUEET oie iad marae oe orgies an eae ueet BOIS ET OMS EtG en cates sme. 4 ft. 10 in. 
NREL OMGE alle 5 5c hs once cos Ss usn ok As ete Bele, iy eS Mons ear atlept ate m hye. age io sled ernie 6 ft. 6 in. 
RATT HET EGC ELL Sst, Sete Sst ee yg ath nov ag Rote SAET Ree morta Meo aiovtd, Menta. aT SE Maes 86 3 ft, 6 in. 
Height over all— above Channels..............--. 00sec eee eee neers 2 ft. 31% in. 

helowalGhanmelse: sora ne catesceae oytenel on: viet xj mucecatote EM. Maia deo < 0 ft. 91% in. * 
Peeeent fa top of Hoppers. ciccsciss ws sues bee een betes ee nome ee came gn tiener iene 2 ft. 24% im 
Height to center of Machine, ..... 0.2.0. .0.0 sence ren tew ene seem een emeres tee ewe 0 ft. 91% in. 
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THE AMERICAN CLAY MACHINERY COMPANY 


Cutting Tables 


No matter what you may need in the line of Cutting Tables, we can exactly fill your wants. 
We have a line of cutters which cannot be approached in range, capacity or workmanship. 
Starting from the most simple cutters for the smallest plants and progressing up to our largest 
cutters, there is a uniform excellence of design and construction which insures satisfactory 
operation. All these cutters, comprising a variety of sizes and capacities, are carefully designed 
and built. The smallest as well as the largest are built in one department of our modern 
factory, superintended by our expert cutter builder, assisted by a crew of workmen who have 
been building cutters for years and have a special knowledge and adaptability for this branch 
of clay-working machinery. The material from which our cutters are built is of the highest 
grade. In the process of manufacture — from the foundry, where the castings are made, to the 
machine-room, where the parts are tooled, and the erecting-room, where they are fitted — every 
care is given that is possible in a strictly modern plant to insure the very best results and a 
finished machine which will be a credit to the “Built Right, Run Right” line. 

After completion, each machine is carefully inspected and tested, so that, barring accidents 
in shipment, it is in perfect condition when it reaches the customer. The excellence of our 
Cutting Tables and the extent of the line make it possible for us to exactly meet the needs of 
the buyer without any necessity to change a cutter to try and make it perform a special pur- 
pose for which it was not intended or built. We solicit an investigation of our line, courting 
the most careful inspection and comparison. 
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American No. 350 Rotary Automatic Cutter 
Capacity 7,500 to 12,500 Brick per hour 





American No. 342 Rotary Automatic Cutter 
Capacity 6,000 to 7,500 Brick per hour 
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American Rotary Automatic Cutter 


This cutter is built in two sizes, both on the same general design and vary only in size 
and capacity. : 


No. 350 Rotary Automatic Cutter is designed for large capacity and is used with the largest 
size Auger Machine. 


No. 342 Rotary Automatic Cutter is designed for medium capacity and is used with the 
medium size Auger Machine. 


Rated Capacity Per Hour No. 350 Automatic Cutter — 


Building Brick, 7,500 to 12,500 per hour. 
Paving Block, 6,000 to 10,000 per hour. 


Rated Capacity Per Hour No. 342 Automatic Cutter — 


Building Brick, 6,000 to 7,500 per hour. 
Paving Block, 5,000 to 6,000 per hour. 


Capacity is governed by speed, size of brick, nature of clay and by management. 


These machines will cut Roman brick up to 5 inches by 1314 inches; hollow blocks up to 
8 inches by 8 inches. Radial chimney block up to 7 inches by 12 inches. Can also cut two or 
three streams of end-cut brick or hollow brick. 


These machines are thoroughly reliable, positive in all their movements, and require but 


friction surfaces and will require a slight adjustment as these may become worn. The service 
is not severe and the wear is not excessive, so that adjustments are seldom required, and when 
necessary the adjustment is made by simply turning a set-screw. The plate which unhooks the 
locking device is also made adjustable, but the wear is so light that it will seldom require any 
attention. 

The cutter is belt driven, the power being taken from a counter-shaft, which should be 


located overhead. A separate belt from the same counter-shaft drives the off-bearing table with 
a quarter-turn drive. 


belt which drives the off-bearing table. The strain on the measuring belt necessary to open the 
locking device and trip the clutch is so slight that there is no tendency to swell the column 
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The spaces between the measuring belt, cutting section and off-bearing belt are bridged 
with a steel apron, leaving no gaps for the bar of clay to fall through. 

The cutter has three sets of cutting wires and is equipped with the latest type of wire 
fasteners, which accommodate wires of various lengths and permit rapid replacement of broken 
wires. The cutting wires are cleaned automatically after each cut. The wires pass through the 
column of clay with a downward shearing motion, making a smooth cut on the face and end of 
the brick. 

The construction of the machine is high class in every detail. It will give the best of 
service with the minimum amount of wear and requires but very little attention. It has very 
few wearing parts and these are interchangeable and are easily replaced at a very small expense. 


Specifications 
Frame — 


The cutter is mounted on a heavy frame constructed of two steel channels, held together by 
heavy cast iron stretchers. The cast iron bearing stands for the driving mechanism 
are securely bolted to the frame. 


Shafts — 


All shafts are steel. The driving shaft is 2 inches diameter. The platen shaft is 3 inches 
diameter, and the shafts on which the wire fasteners are mounted are 134 inches 
diameter. 


Bearings — 


Bearings are ring oiling and well babbitted, with the best metal for the service required. 


Gears — 


All gears are cast American gear metal. They are broad faced and heavy pattern, with 
ample strength for service required. 


Measuring, Belt — 


The iron frame for the measuring belt on No. 350 Cutter is 7 feet long, and on No. 342 
Cutter it is 6 feet long. The cutter is fitted with a 14-inch 4-ply canvas measuring 
belt, laced with wire and provided with a substantial tightening device. 


Off-Bearing Belt — 


The cutter is furnished with a standard steel frame off. bearing table 20 feet long, having a 
12-inch 4-ply canvas off-bearing belt. Additional length of off-bearing belt can be 
furnished when so specified on the order. 


Driving Pulley — 


The No. 350 Cutter is furnished with a standard driving pulley, 28 inches diameter, 12- 
inch face. Speed, 35 R. P. M. 

The No. 342 Cutter is furnished with a standard driving pulley, 28 inches diameter, 8-inch 
face. Speed, 35 R. P. M. 
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Off-Bearing Belt Drive — 


The off-bearing table on No. 350 Cutter is furnished with a standard cast iron driving 
pulley, 24-inch diameter, 6-inch face. 

The off-bearing table on No. 342 Cutter is furnished with a standard cast iron driving 
pulley 18-inch diameter, 6-inch face. It should be driven with a quarter-turn belt 
from a counter-shaft, speed 18 R. P. M. The driving end of the off-bearing table is 
mounted on the forward end of the steel channels forming the frame for mounting the 
cutter, insuring rigid construction. 


Length of Cut No. 350 Cutter — 


Maximum length of cut is 62 inches. The cutter will cut 24 brick 25 inches thick. 
Increasing the thickness of the brick will reduce the number of brick cut at each opera- 
tion. ; 


Length of Cut No. 342 Cutter — 


Maximum length of cut is 40 inches. The cutter will cut 15. brick 254 inches thick. 
Increasing the thickness of the brick will reduce the number of brick cut at each opera- 


- tion. 
Dimensions No. 350 Cutter 
Length over all, including 20-Foot Off-Bearing Belt...........................-... 40 ft. 3 in. 
WEED Beet ell Fn Ae te ee a ee i Pe at BS ee a 4 ft. 10 in. 
Fisigiit. oer alle oso: Saxbeichas eaktes nn. de Bets i ee ee eee a te, 5: fk 
Reight fromm Hoot 06 papel Piatt cs dans ois ss anc wert Pe cen VR ce ea nak he 2 tte 7 in 
Distance from center line of Driving Shaft to center line of Measuring Belt...... 2 ft. 654 in. 
Height to center line of Driving Shaft from floor.........................2..-. 1 ft. 1114 in. 
Weight, with standard 20-foot Off-Bearing Belt....................0..00-00e ee. 9,000 pounds 
Dimensions No. 342 Cutter 
Length over all, including 20-foot Off-Bearing Belt.....................-0-0--002 2. 36 ft..8 in. 
‘Wig et a iss dona wie inv Berets aig ME odes tik cae EG GA Bek oun oe wh, 4 ft. 10 in. 
Fieiglit; Guiry allisw': .. ween ot parisean anaes, von 6 ale hes ocx na Oe vcs Ghana ee Simht. 
Height trom floor tovtap GP Piety oo ait as bs os ot cnet cutideieh oles 2 ft. 51% in. 
Distance from center line of Driving Shaft to center line of Measuring Belt......... 2 ft. 65 in. 
Height to center line of Driving Shaft from floor..................0.cccceceueee 1 ft. 914 in. 
Weight, with standard 20-foot Off-Bearing Belt...............0..00 ccc cc eeeueee 6,500 pounds 
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/ Economy of Good Wires 


It’s not economy to have a broken penny cutting wire cripple or shut down a $50,000 
plant, and yet that extravagance is permitted frequently. There are two things which will 
obviate this — the cutter and the wire. 


This is a ‘‘wire message,” and it will show you how your wire troubles can be greatly 
lessened and your output thereby increased. 


A cutting wire is, in itself, a small item, and yet, if you can make it last twice as long, you 
are making one hundred per cent profit right there, to say nothing of the delay to the entire 
plant which a broken wire might cause. 


Quality Is Important 


We have made a study of the cutting-wire problem from all sides. We find the vital 
points are — quality of wire, method of making the loop and care of wires after made. 


We have tested all wires of all manufacturers and have adopted the best brands of imported 
and domestic wire. 


We have invented machinery for measuring off the exact amount of wire from the reel to 
insure each cutting wire being the exact length. The machine straightens the wire which has 
been curved by coiling in rolls. It forms the loop — all loops being exactly alike. It twists the 
wire and solders it fast. 


Here, then, is a completed cutting wire made perfect by a combination of quality in mate- 
rial and correctness of manufacture. 


Rust Prevention 


Having made a perfect wire, we have done what we could to be sure that it will continue 
in a perfect condition until put into service. This we accomplish by giving the wires a rust- 
proof treatment to protect them, keep them straight and clean and insure their not becoming 
tangled and bent. 


Not satisfied with our own tests, we sent one hundred of these wires to the largest brick 
plant in the world. This plant is making 300,000 brick every eight hours, and in such a plant, 
operated at such a speed, a good cutting wire is important. 


This plant has been using a wire with a double loop in order to prevent delay. Our single- 
loop wires were offered as a substitute for the double-loop wires, which amused the superin- 
tendent of the plant. 


However, the test was made and here is the report of the representative of the brick com- 
pany who made the test: 
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Report of Test 


“Gentlemen: One hundred of your single-loop cutting wires lasted forty-seven and a half 
hours and in that time cut 1,771,000 brick. In this competition, 120 of our own double-loop 
wires lasted forty-six hours and cut 1,650,000 brick.”’ 

This report shows that though twenty per cent more of the double-loop wires were used, 
they lasted over an hour less time and cut 119,000 less brick than the hundred of our single- 
loop wires, which shows there is twenty-five per cent more efficiency in our single-loop wire than 
in the double-loop wire. 

Having arrived at a standard of excellence in making cutting wires, our constant effort 
will be to keep our wires up to that standard. 

We have perfected testing appliances which will enable us to make periodical tests of wires 
in order to be sure that the product is constantly kept up to the standard. 

Our latest weekly report from this wire-testing department shows that our special American 
wire stands an average strain of 372 pounds. Tests were made on No. 18 wire. American wire 
of 20 gauge tested 430 pounds. 


All Wire Is Tested 


All these tests were made with cutting wire made on our special machinery, while wires of 
other manufacturers broke on much lower strain. 

Our wire is automatically straightened and is therefore much easier to place in position on 
rapidly-moving cutting machines than the old-fashioned wires which are in the form of a semi- 
circle. 

Tests made indicate that our double twist with soldered loops is the best possible way to 
make cutting wires, as wires made in this way stand a much higher test and show that the loop 
will hold more than the tensile strength of the wire. With this method of manufacturing our 
double-twist, single-loop wires are better than a double-loop wire. 


Will Not Tighten on Hooks 


A disadvantage in most cutting wires is the fact that they tighten up on the hooks or wire 
holders, which makes it a difficult matter to remove broken wires. This causes annoying delays 
and has caused serious accidents. Our wires, made on our special plan, will not close up in the 
loop. Our tests also show that our wires run more uniform, as there is not near the variation 
in our wires as there is in the wires of other manufacturers. This uniformity is due to the fact 
that our wires are made on an automatic machine which twists each wire exactly alike and with 
the same amount of tension, and insures wires being exactly the same length and strength. 
Wires made by hand are usually made by boys, and therefore cannot be anywhere near as 
uniform as when made by our automatic machinery. 

Our wires are put up in straight, clean bundles of 100 wires each and are treated with a 
preparation to prevent rust. This preparation will not eat into the wires and destroy them, no 
matter how long the wires are stored away. The long life of our wires led us to perfect this 
preserving composition. This care of preparation and packing insures better preservation, and 
full efficiency from every wire, because all crooking or buckling of wires is obviated. In fur- 
nishing these wires for cutters not of our own manufacture, it is best to have a sample sent in 
with the order, so we can duplicate the length of the wire and also make the proper size loop. 

You don’t need to buy a large quantity. Let us send you a few to try, and your order will 
be sure to follow. 
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American No. 348 Rotary Cutter 


The No. 348 cutter is designed to operate in connection with an expressing machine from 
which the clay column flows intermittently, consequently the reel carriage does not travel. 

The cutter is belt driven, the power being taken from a counter-shaft, which should be 
located overhead. Separate belts from the same counter-shaft drive the off-bearing belt. The 
off-bearing belt has two speeds, a high speed while the column of clay is running onto the plat- 
ens, and a low speed while the cut is being made. This is accomplished by two belts running 
at different speeds with the friction-clutch pulleys on the off-bearing table driving shaft. By 
throwing the clutch lever in one direction the high-speed belt drives, and in the other direction 
the low-speed belt does the driving. 

No measuring table is required, for the column of clay passes over oil rollers directly onto 
the platens and the cut is made when the column of clay comes to a stop. The clutch which 
rotates the cutting wires and the clutch lever on the off-bearing table are both operated by the 
expressing machine and in this way the cut is made and the off-bearing belt speed changed at 
exactly the proper time. A brake is attached to the cutting reel driving shaft for the purpose 
of absorbing the shocks due to starting and stopping, and is fitted with fiber friction surfaces, 
which may be adjusted to suit conditions and to take up wear. 

The cutter has three sets of cutting wires and is equipped with the latest type of wire 
fasteners, which accommodate wires of various lengths and permit rapid replacement of broken 
wires. The cutting wires are cleaned automatically after each cut. The wires pass through the 
column of clay with a downward shearing motion, making a smooth cut on the face and end 
of the brick. 

The construction of the machine is high class in every detail. It will give the best of 
service with the minimum amount of wear, and requires but very little attention. It has very 
few wearing parts, and these are interchangeable and are easily replaced at a very small expense. 


Rated Capacity Per Hour — 


Building Brick, 4,000 to 6,000 per hour. 
Paving Block, 3,000 to 4,500 per hour. 


Capacity is governed by speed, size of brick, nature of clay and by management. 
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Machine will cut Roman brick up to 5 inches by 131% inches, hollow blocks up to 8 inches 
by 8 inches, radial chimney block up to 7 inches by 12 inches. Can also cut two or three 
streams of end-cut brick or hollow brick. Maximum length of cut is 62 inches. 


Specifications 
Frame — 
The cutter is mounted on a heavy frame, constructed of two 8-inch steel channels, held 
together by heavy cast iron stretchers. 
The cast iron bearing stands for the driving mechanism are securely bolted to the frame. 


Shafts — 

All shafts are steel. The driving shaft is 2 inches diameter. The platen shaft is 3 inches 
diameter and the shafts on which the wire fasteners are mounted are 134 inches diam- 
eter. 

Bearings — 
Bearings are ring oiling and well babbitted, with the best metal for the service required. 


Gears — 
All gears are cast American gear metal. They are broad faced and heavy pattern, with 
ample strength for service required. 


Off-Bearing Belt — 
The cutter is furnished with two-speed steel frame off-bearing table, 20 feet long, having a 
12-inch 4-ply canvas off-bearing belt. Additional length of off-bearing belt can be 
furnished when so specified on the order. 


Driving Pulley — 
The cutter is furnished with a standard driving pulley, 28-inch diameter, 10-inch face. 
Speed, 15 to 25 R. P.M. The cutter and the off-bearing belt should be driven from a 
counter-shaft. 


Off-Bearing Belt Drive — 

The off-bearing table is furnished with two friction-clutch driving pulleys, 16-inch diameter, 
6-inch face. The slow-speed pulley should be driven at 6, 10, or 15 R. P. M., and the 
high-speed pulley should be driven at 38, 61, or 90 R. P. M., according to the size and 
kind of ware that is being cut and speed required on off-bearing belt. 


Length of Cut — 
Maximum length of cut is 62 inches. The cutter will cut 23 brick 254 inches thick. 
Increasing the thickness of the brick will reduce the number of brick cut at each 


operation. 
Weight — 
6,300 pounds, including standard 20-foot off-bearing belt. 
Dimensions 
Length over all, including 20-foot T-PAIN Belts Sy rues cso ee La ae $1 ft; 9: ary, 
Width OveR- BE. oe sike neni Pat oeaa an odk sessile Bn ae copie ahs Ye ds een eee ae apc, 5 4 ft. 10 in. 
Fieigit Geet @0b...d voce ced saplcue int shout squares okies: «cicuale WT ce Seitz, .2.am 
Height from Boor to-top of Platens.!.o.2 oi o.,0k ceigasducd i. tcl, tenn 2 ft. 7% in 
Distance from center line of Driving Shaft to center line of column of CLAY. cas NS haunt 2 ft. 654 in. 
Height to center line of Driving Shaft from floor.............................. 1 ft. 1144 in 
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American No. 158 Semi-Automatic Cutter 


This machine is designed for cutting either side- or end-cut brick as well as hollow brick or 
hollow block, by arranging the proper platens. There are two operating levers. One lever 
operates the pin clutch attached to the driving pulley. This drives the shaft with the two long 
pinions which revolves the cutting reel. After each revolution of the shaft, which causes one set 
of wires to pass through the column of clay, the clutch is automatically disengaged and the cut- 





ting reel stops. The second lever permits the operator to assist the bar of clay to move the 
carriage in correct register with the traveling bar of clay and also to return the carriage to its 
original position after the cut has been made. These levers are placed at the die end of the 
machine in order that the operator may watch the bar of clay and its proper lubrication. The 
off-bearing table is driven by a pair of ‘bevel gears. Maximum width of column of clay, 13 
inches. Maximum height of column, 5 inches. Maximum distance between end wires, 24.5 
inches. 





Specifications 
Base — 


The base of the machine is a one-piece casting carrying the shaft bearings, the pedestals 
supporting the reel carriage and the off-bearing table. 


Shafts — 


The driving shaft is steel 214 inches diameter.'.The steel platen shaft is 214 inches diam- 
eter. The steel wire bar shaft is 114 inches diameter. - 


Bearings — 
This cutter is fitted with babbitted bearings. 
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Off-Bearing Table — 
The standard off-bearing table is 10 feet long, furnished with a belt 12 inches wide. 


Number of Brick — 


This cutter will cut 9 brick 2.5 inches thick or an equivalent in other sizes. It has four 
sets of cutting wires. 


Capacity — 


The capacity of this cutter is 3,500 to 5,000 brick per hour, the capacity is governed by the 
nature and condition of the clay and by management. 


Driving Pulley — 

This cutter is equipped with a pin-clutch driving pulley, 24 inches diameter, 4 inches face. 
Speed — 

Speed of driving pulley, 25 R. P. M. 
Power — 


Power required to drive cutter and off-bearing table is 2 H. P. 


Weight — 


The weight of this cutter with standard ten-foot off-bearing table is 2,865 pounds. 


Dimensions 
Length over all, including 10-foot Ont-Bearing Mable, 1. one, Uys iat ene «pls oR ce 15) ftsa6; an: 
Ekesipgtict' ove ills. «wy vite tts sais esktoese, A a hte takin Peace on ped 8, canes Lh etn nctlln OE 4 ft. 2 in. 
Width mer all. 2..561 crenvae-s uctuieics oat tah os odeae ven deen cent eee a Salt. 20 ane 
Height tet dlowr to Viethen... 24h aly uke tines nts od Darcd tea teede hoo te abode laa 21 in 
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American No. 62 Hand-Power Rotary Cutter 


This Cutting Table has been designed to meet the wants of brick plants of medium capac- 
ity requiring a perfect brick. It is a self-contained machine, designed with a substantial base. 
The uprights, which are securely bolted to each end of the base, are planed perfectly smooth on 
the bottom, and the base is planed smooth where the uprights are bolted so that the joints are 
absolutely perfect and rigid. The top of the upright is made in the shape of a goose neck. A 
substantial roller having an anti-friction pin bearing is secured in the top of the upright. 

On these rollers a steel shaft, 2.25 inches diameter, is supported and the reel to which the 
cutting wires are attached is supported on this steel shaft. The shaft travels back and forth 
on the rollers, giving the necessary motion required in order to secure a perfect cut. ‘The table 





moves forward with the column of clay while the wires are passing through and after the cut is 
made it is returned to the proper position for the next cut by a foot lever which is located con- 
venient to the operator. 

The platens are supported on the steel shaft moving with the reel. The reel is constructed 
with a substantial cast iron ring at each end. The inside of the ring is turned off smooth in a 
“V-shape and it is supported on three ‘‘V’’-shaped grooved rollers. This permits the reel to 
revolve readily. The upper roller is mounted on an eccentric pin, which affords a means of tak- 
ing up the wear. The outside of the cast rings are provided with teeth which work in connec- 
tion with the dogs or pawls, similar to a ratchet. These pawls are operated by a horizontal bar. 
As the table stands in position for cutting the dogs engage the teeth on the ring and a down- 
ward motion of the horizontal bar revolves the reel, forcing the wires through the column of 
clay. After the cut is made the horizontal bar is lifted until the dogs drop into place on the 
next set of teeth on the ring. 

It does not require skilled labor to operate this cutting table, as the operation is very 
simple and readily understood. The cutting reel is fitted with four sets of wires secured with 
improved wire fasteners. Ample facilities are provided for oiling the platens and bearings on 
the machine. 
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THE AMERICAN CLAY MACHINERY COMPANY 


When so ordered the No. 62 Cutter can be arranged for cutting Roman size brick as well as 
standard size brick. The standard off-bearing belt furnished with the cutter is 10 feet long and 
is driven with a pulley 12 inches diameter, 6 inches face. Speed, 10 R. P. M. 


The construction of the table throughout is strictly first class. Each and every cutter is 
erected complete and thoroughly inspected before shipment. The No. 62 Cutter may be used 
for cutting end-cut brick as well as side-cut brick and can also be used for cutting hollow brick 
or hollow blocks when fitted with the proper platens. 


Capacity, 2,500 to 4,000 brick per hour, depending somewhat upon the ability of the opera- 
tor. Table cuts 9 brick 2.5 inches thick; maximum distance between end wires, 23 inches; 
maximum width of column, 13.25 inches; maximum height of column, 5 inches. 


Specifications 
Frame — 


The base is one-piece casting. Side reels are cast and machine carried on heavy machined 
side frames bolted to base. ; 


Shaft — 


The shaft is steel and carries the reel. It is 214 inches.in diameter. 


Off-Bearing Belt — 


This cutter is furnished with standard length off-bearing belt 10 feet long. The width of 
this belt is 12 inches. 


Driving Pulley — 


The diameter of the driving pulley for the off-bearing table is 12 inches. Face, 6 inches. 
Speed, 10 R. P. M. Diameter of spider pulley, 9 inches. 


Length of Cut — 


This table will cut 9 standard 21-inch brick at one movement: Maximum distance 
between end wires, 23 inches. Maximum length of brick, 1314 inches. Maximum 
width of brick, 5 inches. There are four sets of cutting wires. 


Weight — 
Weight, 1,800 pounds, including 10 feet off-bearing belt. 


Dimensions 
Length over all, including 10 feet eo-Eigarine Bel s,. yeu a oon eras cunt... |. 15 ft..10. in, 
WHCeh yer Wt)... what Ns cant heams oe oda pedaxdr ic eit Gs ceeds AR ee 4 ft. 8 in. 
Eieighst Qt BUL* .. ,/.n star attemna rh we teed lie ht temeytidees Nec. 3: bts 2 =int 
Height from floor to top of Platens ....2040..4.5.0+-..-.a0ces¥i.c....0. 1 ft. 9 in 
Height from floor to center of Driving Pulley on Off-Bearing Belt................... 1 ft. 4.in 
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The American No. 366 Semi-Automatic Cutter 


No. 366 Semi-Automatic Cutter is for use in connection with a Steam Press or Plunger 
Machine. 

This cutter is semi-automatic in that the clutch is tripped by a hand lever. In some instal- 
lations it may be convenient to connect the tripping lever to the plunger in such a way as to 
convert it into a full-automatic machine. -It will take a column as wide as 16 inches and as 





high as 12 inches and as long as 60 inches. The platens can be made so as to space the wires 
any distance apart. 

This cutter will cut fire brick, block and tile, also hollow ware. 

The platen is adjustable for height and the stroke adjustable for various widths of column. 


Clearance Dimensions of Cutting Section 


Weno ibe m@tal le manta t CReY bs ititea sc eie nari ~gQcmuey/cus ety dnt Sel hy' tite ouis eT tava ie gas, Sas Ee 9 ft. 6 in. 
IVE CELIO Carel Witte eee) GR ae ccc ily MAR aig NE huineae ogee ms Hanae Soa 6 ft. % in. 
Heigntuoversal wich blaten "downers ose og ces ta soot hee kts dere ow lauclomeac iheeia ¢mavc 3 ft. 8 in. 
Heighteovemmall: with AleUeLalseds «isi, Sues « chtte mores ogte Fav tals ok LE cc ApehteS Pala ves dns amemsan 4 ft. 


Size of Pulley, 28 inches diameter by 12 inches face. 
Speed of Pulley, 40 revolutions per minute. 

Any length Off-Bearing Belt may be had. 

Standard sections Off-Bearing Belt 20 feet long. 
Weight, crated, with 20-foot Off-Bearing Belt, 5,080 lbs. 
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American No. 8 Down-Cut Board-Delivery Cutting Table 
Arranged for Haking Pallets 





The accompanying cut shows the No. 8 Down-Cut Board Delivery Table arranged for the use 
of haking pallets 36 inches long, 10 inches wide, with risers 7% inch thick and 634 inches high 
over all. Distance between risers, 3214 inches. The construction of this cutter is similar to 
that of the standard cutter, but the pallet brackets and cross-bar are arranged to accommodate 
the legs of the haking pallets as shown. 

Weight of No. 8 Cutter, arranged for haking pallets, 1,300 pounds. 


American No. 8 Down-Cut Board-Delivery Cutting Table 
Arranged for Roman Brick 


The No. 8 Down-Cut Board Delivery Tables, arranged both for standard pallets and haking 
pallets, can be constructed for cutting Roman brick. The maximum size brick that can be so 
cut is 44% inches by 131% inches. The construction of the Roman brick cutter is similar to that 
of the standard cutters for the two types of pallets, but the platen, pallet and kindred parts are 
made wider to correspond with the increased width of the bar of clay required in making Roman 
brick. 

Weight of No. 8 Cutter, arranged for Roman brick, 1,500 pounds. 

Weight of No. 8 Cutter for Roman brick, arranged for haking pallets, 1,600 pounds. 
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American No. 8 Down-Cut Board-Delivery Cutting Table 


This cutting table is designed for cutting side-cut brick, face brick, fire clay slabs, fire 
brick, etc. 


Rated Capacity Per Hour — 
2,000 to. 3,000 standard size brick per hour. 
Capacity depends upon the ability of the operator. 





Specifications 


Arrangement of Wires — 


The wires are suspended on a movable cutting frame fitted with latest type rotary wire 
tighteners, and the push board is stationary. By this means the slab of clay is cut 
into brick or blocks without any waste. 


Operation — 


The operator stands at the end of the table farthest from the machine, and operates the 
lever by which the wires are drawn through the bar of clay, insuring a clean cut and 
one smooth edge and end on each brick. The pallet or board is drawn under the brick 
while being cut. The cutting is done at the moment when the traveling column of clay 
abuts against a stopping plate near the operator, which starts the table to move out- 
ward with the column of clay. After the cut is made the operator pulls the table 
toward him; this enables the wires to clear the end of the traveling column of clay. 
The back stroke of the lever replaces the wires in their original position and deposits 
the board with brick at the front of the table, so that they can be removed by hand. 


Points of Superiority — 


This table is made entirely of iron and steel, and all the working parts move on compound 
anti-friction rollers. The push board is so constructed that the back of it is clear, 
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which prevents clay sticking to the wires and clogging. The end abutment is fastened 
to the push board. In addition to other points of merit, it also possesses all the advan- 
tages of the other board delivery tables. It is a very popular cutter and has been 
purchased for use with a large variety of machines. 


Hand — 


It can be built for either right- or left-hand delivery. The cut shows a left-hand delivery. 


Capacity—How Regulated — 


If the brick are to be removed from the pallets at each stroke of the lever ten brick are 
cut; but if the brick are to be dried on the pallets only eight brick are cut at each 
operation, to permit separation and facilitate drying. The thickness of the brick to be 
cut can be varied, but the thicker the brick the fewer can be cut at a time. 


Weight — 
Weight of standard cutter, 1,200 pounds. 


Dimensions 
LEB ores «ico ee nomesl ine et oa eae ney ee a OREM A, LSE 5 To 6 ft. 0 in 
WHITE, 22s ss 25 cas wiry Olde oan Reel age ine ih ten Sa se 4 ft. 0 in 
Beeightt. 0.2.0) skreus 0) ea ee ER te aie eh eee eh aw a 4 ft. 0 in 
Standard size of Pallets; 302.0 Maaco ee YS ea ee a 28 in.x 10 in.x % in. 
Size of Sille. ... 1.4: caps Fe Mee ee eee ae ee 5144x5%x 5 ft. 6 in. 
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American No. 5 Board-Delivery Cutting Table 


This cutting table is designed for cutting side-cut brick of smooth, straight quality and 
without waste. 


Rated Capacity Per Hour — 
2,000 to 3,000 standard size brick per hour. 





. Specifications 


Operation — 

Ten brick are cut at each movement of the lever and the brick are deposited upon a pallet 
ready for the off-bearer. The wires are suspended on a movable cutting frame and the 
push board is stationary. By this means the slab of clay is cut into bricks without any 
waste. The operator stands at the end of the table farthest from the machine and 
operates the lever by which the wires are drawn across the slab, and the pallet, or 
board, is drawn under the brick while being cut. The cutting is done at the moment 
when the traveling column of clay abuts against a stopping plate near the operator, 
which starts the table to move with the column of clay. After the cut is made the 
operator pulls the table toward him, enabling the wires to clear the end of the traveling 
column of clay. The back stroke of the lever replaces the wires in their original 
position and deposits the pallet of brick at the front of the table so that it can be 
removed. 
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Polished Plate — 


A short, polished plate, with a lubricating roller at each end, is substituted for the rollers 
that are generally used to carry the column of clay from the die to the cutting table. 
This is an improvement by which the cleaning of the sticky rollers is avoided. 


Details of Construction — 


A device is supplied for oiling the side and bottom of the bar of clay to prevent sticking. 
The table is made entirely of iron and steel, and all the working parts move on com- 
pound anti-friction rollers. The push board is so constructed that the back of it is 
clear, which prevents clay sticking to the wires and clogging. 


Cutting Wires — 


The stopping plate is fastened to the push board. The cutting wires are held at the lower 
end by lugs and at the upper end by spring bows, the loops of the wires passing over 
the lugs and the bows. By means of a suitable lever, furnished with the cutter, the 


spring bows can be easily depressed, so that the wires can be quickly and instantly 
removed or replaced. 


Hand — 


This table can be constructed to deliver the brick on the right-hand or left-hand side, as 
may be ordered. The illustration shows right-hand delivery. When ordering, state 
whether right or left-hand is wanted and give spacing of wires. 


Special Service — 


When desired, the No. 5 table can be built to cut Roman brick. An extra charge is made 


for this construction. Special No. 5 tables have also been made for cutting radial 
chimney brick, hollow blocks, etc. 


Weight — 
Weight of standard cutter, 750 pounds. 
Dimensions 
Extrertie length... on 2B sh’ yg Goin tat y cape ry Fd eee oe et la 6 ft. 0 in 
WER orn sce 4 soit bay aod RT Bucher ic a pth ait Seth bens) a aie carat ene ened CO 4 ft. 0 in. 
Height to top: of Wire Holden. a psl4s eft cuss fh teria eee een ee 2, it. 9 in. 
Height dyer alls (5 bev teag Mine 'add iat x= 4 ic ee RAG wt etree ae 3 ft. 8 in. 
Extreme ste of Pallets... 55.544. sans ae ee ee 34 in.x 10 in. x % in. 
mize Of Bille 5,2 ass cng ashes ave an Gee es akc, Uae a eae 5144x5%x5 ft. 6 in. 
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American No. 1 Combination Cutting Table 


The No. 1 Combination Table is adapted for cutting drain tile, hollow building blocks, 
- fire-proofing, terra cotta lumber, etc. When brick, hollow ware or small tile are to be cut, suit- 
able straight rollers are furnished, while for drain tile grooved rollers are supplied, with depres- 
sions in them for one, two or three streams of tile. All sizes of tile up to and including 5 inches 





in diameter are cut and handled on the rollers; from 6 inches to 8 inches in diameter are cut 
and handled in copper-lined or wooden troughs, which are made to fit the table. For large 
hollow blocks an additional cutting frame of suitable size can be attached in place of the small 
one usually supplied. A screw adjustment raises and low ers the table to any desired height. 
Floor space, 2 feet 2 inches by 6 feet. 


[104] 








BUCYRUS 





American No. 6 Cutting Table 


The American No. 6 Cutting Table is adapted for cutting side-cut brick, though it can be 
arranged for end-cut and double wedge if desired. It is built with an iron frame, the top of 
which forms tracks on which the cutting frame moves easily on grooved rollers. The abutment 
plate is hinged, and after the cut is made the table is moved back, which releases the abutment 


plate, allowing it to fall back out of the way of removing the brick, which is done before the 
cutting frame is raised. 


Rated Capacity Per Hour — Building Brick, 1,500 to 2,000 per hour. 

Capacity is governed by the ability of the operator. Standard machine will cut side-cut 
brick up to 5 inches by 91% inches; maximum length of cut, 10 inches. Can be built to cut 
Roman brick 1314 inches long. 

Frame — Specifications 


The carriage travels on two cast iron side frames, which act as tracks for rollers, being held 
together by stretcher bolts. These frames also carry the oil pan and rollers for sup- 
porting the column of clay. 

Sills — 
The cutter is mounted on suitable wooden sills, making the cutter self-contained and easy 
to handle in case the cutter is moved in and out of position. 
Weight — 
Standard cutter, 250 pounds. 
Special for Roman Brick, 350 pounds. 


Dimensions 
Lobel omen all. 2 auch tee de sera Ole ret 30a ea eee 4 ft. 4 in. 
Plate GE WEL, ot 5 Som eee einihs Panigoake epmadhiee (4 he eu ees cs ee 4 ft. 2 in. 
Nich GEE AEs sccltie ative Weeds vile claw atthe Mea sae Oe. bs, | aoe 2. ft. 10sih. 
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Automatic Tile and Hollow Block Cutting Table 
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Automatic Tile and Hollow Block Cutting Table 


By the use of this Automatic Tile Cutter the expense of a man to cut off is saved and you 
have no stub ends to throw back into’ the machine. It is strong, durable, accurate, absolutely 
automatic, and is a positive economy to buy it, as it will save its cost in less than a season. 
The table will operate successfully with any of our Auger Machines. This table is made of iron 
and steel. It sets close to the die and supports the tile column as soon as it leaves the machine. 
It cuts any size tile from 3 to 8 inches, inclusive, and will cut as many tile in a day as any 
machine on the market. The adjustment for different sizes of tile can be quickly made. All 
ends are cut absolutely square. 

The tile carriers, or troughs, may be detached and a set of flat pallet boards attached to 
the table for cutting hollow blocks. The table works equally as well on all sizes of hollow 
blocks up to 8x8 inches. Standard length of cut is 131% inches. 


Weight — 
1,000 pounds. 


Dimensions 
Length over all... cpt pe So date odeh emo wee eet vege 10 ££.°0*1n: 
Wiles a eq uannalsieteee eRe re Mace sat Mike Ipeeueee te ee nate ek ae QE. ST eatty, 
eight ever all. :... 0/22 aaj haaue tig, were Sc ee ig Les Oe 6 ft. 9 in 
Height to bottom of Totightaeiee, jdued pate cas Nb lege, cen. 2 ft. 634 in. 


Large Automatic Cutting Table 


We furnish a large table of the same design for cutting tile 10 inches and 12 inches in 
diameter. Flat pallet boards may be attached to this table and used to cut hollow block as 
large as 12x12 inches. Standard length of cut, 1314 inches. . 


Weight — 
1,200 pounds. 


Dimensions 
Length ower all... oss sadist, dance conte iMaee ee eae ee AE. nk ate ee LOU, Pirin: 
WHC. uss 1s biog sien onl t gg a AE Aarti: oy AEA ea eet ae oe ae 2 ft. 9 in. 
Bleiphd Oe BD a: +... 28 inal detent ape aie 00%, 4 aes hited acy ie ae Sr heel) ini. 
Height to bottom of Troughep 0) ot. ds0e hsiaceahs oe muss oes 2 ft. 111% in. 
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American No: 320 Hand-Power Cutter for Hollow Ware 


This cutter is designed for cutting hollow ware up to 6 inches by 12 inches flat. 





American No. 321 Hand-Power Cutter for Hollow Ware 


This cutter is designed for cutting hollow ware up to 12 inches by 16 inches flat. 
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American No. 320 Hand-Power Cutter 


This cutter is furnished with a standard top arranged to cut three 12-inch lengths of hollow 
blocks. The top of the table is made of wood and steel lined. The side platens are wood, but 
not metal lined. The side platens are held in position by adjustable cast iron brackets, making 
it possible to vary the width between the platens to suit the width of the block being cut. 

The table is furnished with an oil roller to lubricate the bottom of the column of clay, 
and also oil rollers to lubricate the sides of the column. The side rollers being arranged to 
adjust themselves to position according to the width of the column of clay. 

The standard top furnished with the No. 320 Cutter is of sufficient size to permit cutting 
6-inch by 12-inch block flat, or any 12-inch sizes not higher than 6 inches. If 8-inch by 8-inch 
hollow blocks are to be cut without changing the length of the cut, the only change necessary 
in the standard top would be to increase the height of the side platens. As these are made of 
wood and attached to the cast iron brackets they can readily be changed on the plant and need 
not be furnished from the factory. 


Cutter for End-Cut Brick — 


The No. 320 Cutter can be used for cutting two-stream end-cut hollow brick or solid brick, 
but will require an extra top and extra wire fasteners for this use. 


Cutter for Side-Cut Brick — 


The No. 320 Cutter can be used for cutting side-cut brick, but will require an extra top and 
the necessary wire fasteners to space the wires according to the thickness of the brick. 
When used for a side-cut brick cutter, we do not advise attempting to cut more than 
six brick at a time. 


Cutter for Radial Chimney Blocks — 


The No. 320 Cutter can be used for cutting the radial chimney blocks, but. will require 
an extra top and wire fasteners for this use. The standard top for making chimney 
blocks will permit cutting blocks as large as 7-inch by 12-inch or any sizes smaller. 
In making chimney blocks the side platens are made special to fit the radial side of the 
block. The distance between the side platens can be changed to suit the different 
sizes of radial chimney blocks, and one top is all that. is necessary unless there is a 
change in the thickness of the blocks. 


Cutter for Drain Tile — 


The No. 320 Cutter can be used for cutting single stream drain tile in sizes from 3-inch 
to 8-inch, and for this purpose there would be three sets of copper-lined troughs, one 
set for cutting 3-inch and 4-inch tile, one set for cutting 5-inch and 6-inch tile, and one 
set for cutting 7-inch and 8-inch tile. 
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American No. 321 Hand-Power Cutter 


The No. 321 Cutter is built especially for use in handling the larger sizes of hollow ware. 
The standard top furnished with this machine is designed to cut hollow block 12-inch by 16- 
inch flat, or smaller sizes not higher than 12-inch. 3-inch by 12-inch, 4-inch by 12-inch and 8- 
inch by 12-inch hollow blocks can be cut on edge. The space between the platens can be varied 
to suit the width of the block. The table cuts three 12-inch lengths of hollow ware. 

We do not recommend the No. 321 Cutter for making the smaller sizes of hollow ware, 
such as 4-inch by 5-inch, 5-inch by 8-inch, etc., but it is a satisfactory table for cutting 8-inch 
by 8-inch blocks. 


Cutter for Chimney Block — 


The No. 321 Cutter can be used for cutting the radial chimney block in all sizes, but for 
this purpose must be fitted with a special top and special curved side platens to con- 
form to the radial side of the block. Extra wire fasteners are required to permit 
spacing the wires for the proper thickness. 


Cutter for Drain Tile — 


The No. 321 Cutter can be used for cutting single stream drain tile in all sizes from 3-inch 
to 12-inch, and for this purpose would require extra copper-lined troughs for the top. 
One set for 3-inch and 4-inch tile, one set for 5-inch and 6-inch tile, one set for 7-inch 
and 8-inch tile, one set for 9-inch and 10-inch tile, and one set for 11-inch and 12-inch 
tile. 


Standard Off-Bearing Belt to Be Used with American No. 320 or No. 321 Cutter, When 
Specified = 


The standard steel frame off-bearing table is 20 feet long, and is furnished with a 14-inch 
4-ply belt, being of sufficient width to handle 12-inch blocks or the larger size radial 
chimney blocks. The off-bearing belt is driven at the farther end away from the cut- 
ting table, making it possible to raise and lower the end of the off-bearing belt at 
the cutter to suit the size of the ware being made. Standard driving pulley 24 inches 
diameter, 4 inches face, speed 12 R. P. M., giving a speed of 29 feet per minute on 
off-bearing belt. 


Special Off-Bearing Belt for American No. 321 Cutter — 


When it is desired to manufacture 12-inch by 16-inch hollow blocks on the No. 321 Cutter, 
it will also be necessary to have a special width of off-bearing belt if these blocks are 
to be handled on a belt instead of taking them off at the end of the cutter. When 
specified, we will furnish an off-bearing table 20 feet long, equipped with an 18-inch 
4-ply belt. This special off-bearing belt is not required except to manufacture 12-inch 
by 16-inch blocks and deliver them on the off-bearing belt. As a rule, these large 
size blocks are not delivered on an off-bearing belt but are handled in a box direct 
from the end of the cutter. 
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Counter-Shaft for Driving Off-Bearing Belt — 


It is usually necessary to drive the off-bearing belt on the cutter with a quarter-turn belt, 


and for this purpose we furnish a short counter-shaft with the necessary pulleys and 
hangers as follows: 


1 piece 148-inch shaft 5 feet long. 

2 14-inch collars. 

2 17@-inch ball and socket drop hangers. 

1 pulley 6 inches by 4 inches by 14% inches. 
1 pulley 24 inches by 4 inches by 12% inches. 


This is our standard equipment for counter-shaft drive. Extra length of shaft, or additional 
bearings, can be furnished to suit conditions in the plant, according to requirements. 


Dimensions No. 320 Cutter 


Length over all without OG Deerinne: Tate at Geter acer le ee ey gle! oes 7 ft. 4 in. 
Length over all with CR Bearing Napier eat rte hooks to rex. oh Be. 29 ft: Oeins 
Width over all... ¢ pain asgna Pe See ester eeu ST MR, Ss oe in 3 ft.; Oban: 
Height over all. . 2... Qi des aaa elem om Mere oo a 2 ft. 8% in. 
Height to top of Tables (ie. as semen et ee ae eyles ee 1 ft. 8 in. 
Weight without OM Becgrinig: TA sc ec ede PRES Ui ie sy Ga, 775 pounds 
Weight with Off-Bearing Table and PIPPIN SORBE eaaal ts Oy ce, eee .2,050 pounds 
Dimensions No. 321 Cutter 
Length over all without OR -Benvinge Pate icc sees co hes he ce how bt Sfty.0) tn: 
Length over all with Off ear Tab aise aot Oe ets og a 29 ft. 9 in. 
Width over all. «+45 4 dpcttiga a SRO aoe Ged eM tere Berg in nett sc sacle 4 ft. 6 in. 
Height over all... stale tor amis tie en eum el One batimeat amie, yale 7 nee $s ft-8 in: 
Height to top of Table tay ac ce Ramen eee ne a 2. fts 2 cin: 
Weight without Off-Bedtiow: Tale... interes (fae cree 900 pounds 
Weight with Off-Bearing Table and BORON oa sto es es Pho os ook Ge 2,180 pounds 





American No. 321 Hand-Power Cutter with Standard Off-Bearing Table 
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American No. 346 Repress 
Designed for Repressing Large Fire-Brick Shapes 
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BUCYRUS, me OHIO, USA. 








The American Represses 


Our line of represses is recognized throughout the country as a standard of value in the 
brick trade. No other represses are so well designed and so carefully built. Their construction 
insures long and excellent service and the quality of the brick manufactured will be better from 
the fact that they are made on the “Built Right, Run Right” machinery. No matter what 
capacity you desire, we can fully supply your wants. From the No. 346 Repress down to the 
Hand-Power Represses we are prepared to place in your plant machinery that will satisfactorily 
perform the work for which it is intended. Our represses are well designed, without unneces- 
sary small parts and attachments to get out of order. The best quality of material is used. 
The workmanship is all a model plant with modern tools, good material and competent and 
careful workmen can insure. The machines are heavy, to insure great strength. The parts are 
carefully fitted. The steel shafting is large. The gearing is ample and strong. The mold boxes 


are carefully made and fitted, and the entire machine is such as to insure most satisfactory 
service. 
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American No. 346 Repress 


This machine is designed for repressing large fire brick shapes. 

The construction of the press is high class in every detail. All wearing surfaces are large 
and parts are easily accessible for adjustment or renewal. Ample provision is made for lubrica- 
tion and wearing parts are well protected from dirt. The most simple mechanical movements 
are used and the machine is built with the least number of parts possible. All working parts 
are above the point where the pressing occurs, except the lower cross-head and bottom plungers. 

The bricks are retained under pressure and moved in the mold box, allowing more time 
for the re-arrangement of the particles constituting the structure of the brick. The bottom 
plungers are each provided with a powerful spring to regulate the pressure, and each brick is 
pressed independent of the other. 


Rated Capacity Per Hour — 
Standard 13-inch Fire Brick, 1,200 to 1,800 per hour, using double mold box. 


The capacity is governed by speed at which the machine is operated, size and kind of ware 
being repressed, and by the ability of the operators to handle the ware. 


Specifications 
Main Frame — 

The main frame of this machine is built up of two heavy side frame castings, carrying the 
shaft bearings on top, supporting the mold box in the middle and securely fastened at 
the bottom to a heavy one-piece base, which receives the pressure. Two heavy 
stretchers hold the side frames together at the top. All joints are machined, accurately 
fitted and securely bolted together, making a most rigid construction of ample weight 
and strength to take all pressure strains and absorb vibrations. 

Shafts — : 

The crank shaft is cast steel turned down to 8 inches diameter, and is fitted with counter- 
weights to balance weight of working parts. The crank stroke is 14 inches. The 
driving shaft is 4 inches diameter, the charger is 214 inches diameter, and the driving 
shaft on the off-bearing belt is 134 inches diameter. 

Bearings — 

The crank shaft bearings are 16 inches long. The driving shaft bearings are 12 inches long. 
These are ring oiling bearings and well babbitted with the best metal for the service 
required. 

Gears — 

The gears are semi-steel. They are 2 inches pitch and 6 inches face. Master gear on crank 
shaft is 4734 inches diameter and the driving pinion is 954 inches diameter. Ratio of 
gears, 5 to 1. Gears are covered with a sheet steel guard. Master gear is cast with a 
counter-weight to permit stopping the press on the up stroke. 


Connecting Rod — 

A single connecting rod is used between the crank shaft and the upper cross-head. This rod 
is fitted with a cast iron sleeve, having a right and left-hand thread for adjusting the 
length of the rod and regulating the thickness of the brick to be pressed. When prop- 
erly adjusted for thickness of the brick the sleeve is locked and cannot move to displace 
the adjustment while operating. 
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Mold Box — 


The mold box is cast iron with chilled and ground surfaces, which may be reground when 
worn. Mold box is 11 inches deep and will press a block 9 inches thick; 16 inches by 
834 inches is the largest block that can be pressed in a standard double mold box, and 
16 inches by 20 inches is the largest single block that can be pressed. 


An adapter to take on the standard mold box of our No. 292 Repress and suitable upper 
and lower pressure feet can be furnished with this machine. The No. 292 mold box 
is 634 inches deep and will repress a block 51% inches thick; 11 inches by 5 inches is 
the largest block that can be pressed in double mold box, and 11 inches by 13 inches is 
the largest single block that can be pressed. 

Charger — 


The charger is operated from a crank pin on the master gear. This eliminates lost motion 
and insures the correct placing of the brick in the mold box. The motion is easy and 
permits of rapid work without damage to the finished product. Connecting rod on the 
charger is fitted with a right and left-hand thread for proper adjustment, according 
to the length of the brick. A flat charger running under a flat feeding table is fur- 
nished with this repress. 

Oil Tank — 

A cast iron oil tank is furnished with the repress and provided with pipes and valves to 
deliver oil to the feeding table and oil roller. This tank is hung in brackets on the 
main frame and may be easily lifted out at any time. 

Off-Bearing Table — 

The machine is furnished with a standard steel frame off-bearing table 60 inches long, hav- 
ing an endless leather off-bearing belt 22 inches wide. The off-bearing belt is driven 
with a steel roller chain running on cut cast iron sprocket wheels, 1-inch pitch; ratio, 
3 to: 1, 

Driving Pulley — 

The machine is furnished with a standard Bucyrus friction-clutch driving pulley, 42 inches 

diameter, 8 inches face. 
Speed — 

Speed of driving pulley, 50 R. P. M. to 75 R. P. M., according to capacity required and 

kind of ware being pressed. 
Power —- 

Power required to operate this repress will vary from 7 H. P. to 15 H. P., according to 

capacity, kind of ware manufactured, and character of material use 
Weight — 
23,050 pounds. 


Dimensions 
Height over all. 0.41070 a0 eee ee SON arses ee ti pre eeN ee BA ORL kl ft, 314. in. 
Width over all>...<. 025 seeah i 3 peuled natin oui eet Aathe og. Soft. 224, in: 
Length over all, including Oe Peainiag. Taile.1 6% eedied so Fines a Os ot ol eee. 10 ft. 4 in 
Distance from center of Machine to center of Prvinlge PANY css fede ote tae: 2 ft. 10 in 
Height from floor to thp of Mold Box.........<..0..0.0.-ccdets, ol 4 ft. 134 in 
Distance from center of Machine to outer end of Feeding Table... 4 ft. 4% in 
Distance from center of Machine to outer end of Off-Bearing Table 6 ft. 3% in 
Height from floor to center of Webrings Pauey ve os... 0 ves aa hy phe claeussneile. 8 ft. 414 in 
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American No. 363 Repress—Front View 
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American No. 363 Repress—Rear View 


[117] 


THE Ab AMERICAN CLAY all _COMPANY 





American No. 363 Repress 


This machine is designed for repressing large and medium fire brick shapes. 

The construction is high class in every detail. All wearing surfaces are large and parts are 
easily accessible for adjustment or renewal. Ample provision is made for lubrication and wear- 
ing parts are well protected from dirt. The most simple mechanical movements are used and 
the machine is built with the least number of parts possible. All working parts are above the 
point where the pressing occurs, except the lower cross-head and bottom plungers. 

The bricks are retained under pressure and moved in the mold box, allowing more time for 
the re-arrangement of the particles constituting the structure of the brick. The bottom plunger 
is provided with a powerful spring to regulate the pressure. 


Rated Capacity Per Hour — 
Standard 13!4-inch Fire Brick, 1,200 to 1,800 per hour, using double mold box. 


The capacity is governed by speed at which the machine is operated, size and kind of ware 
being repressed, and by the ability of the operators to handle the ware. 


Specifications 
Main Frame — 

The main frame of this machine is built up of two heavy side frame castings, carrying the 
shaft bearings on top, supporting the mold box in the middle and securely fastened at 
the bottom to a heavy one-piece base, which receives the pressure. Two heavy stretch- 
ers hold the side frames together at the top. All joints are machined, accurately 
fitted and securely bolted together, making a most rigid construction of ample weight 
and strength to take all pressure strains and absorb vibrations. 

Shafts — 

The crank shaft is forged and turned to 6 inches diameter, and the crank stroke is 12 
inches. The driving shaft is 34% inches diameter, the charger shaft is 2 inches diameter, 
and the driving shaft on he off-bearing belt is 114 inches diameter. 

Bearings — 

The crank shaft bearings are 16 inches long. The diving shaft bearings are 12 inches long. 
These are ring oiling bearings and well babbitted with the best metal for the service 
required. 

Gears — 

The gears are semi-steel. They are 2 inches pitch and 8 inches face. Master gear on crank 
shaft is 3714 inches diameter and the driving pinion is 914 inches diameter. Ratio of 
gears, 4 to 1. Gears are covered with a sheet steel guard. Master gear is cast with a 
counter-weight to permit stopping the press on the up stroke. 

Connecting Rod — 

A single connecting rod is used between the crank shaft and the upper cross-head. This rod 
is fitted with a sleeve, having a right and left-hand thread for adjusting the length of 
the rod and regulating the thickness of the brick. When properly adjusted for thick- 
ness of the brick the sleeve is locked and cannot move to disturb the adjustment while 
operating. 

Mold Box — 

The mold box is cast iron with chilled and ground surfaces which may be reground when 
worn. Mold box is 9 inches deep and will press a block 7 inches thick; 18 inches by 
71% inches is the largest block that can be pressed in a standard double mold box 
and 18 inches by 18 inches is the largest single block that can be pressed. 
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An adapter to take on the standard mold box of our No. 292 Repress and suitable upper 
and lower pressure feet can be furnished with this machine. The No. 292 mold box is 
634 inches deep and will repress a block 51% inches thick; 11 inches by 5 inches is the 
largest block that can be pressed in double mold box, and 11 inches by 13 inches is the 
largest single block that can be pressed. 

Charger — 

The charger is operated from a crank pin on the master gear. This eliminates lost motion 
and insures the correct placing of the brick in the mold box. The motion is easy and 
permits of rapid work without damage to the finished product. Connecting rod on the 
charger is fitted with a right and left-hand thread for proper adjustment according to 
the length of the brick. 

Oil Tank — 


A cast iron oil tank is furnished with the repress and provided with pipes and valves to 
deliver oil to the feeding table and oil roller. This tank is hung in the main frame and 
may be easily lifted out at any time. 


Off-Bearing Table — 

The machine is furnished with a standard steel frame off-bearing table 48 inches long, 
having an endless leather off-bearing belt 18 inches wide. The off-bearing belt is 
driven with a chain running on sprocket wheels, 1-inch pitch. 

Driving Pulley — 

The machine is furnished with a standard Bucyrus friction-clutch driving pulley, 30 inches 

diameter, 8 inches face. 
Motor Drive — 

When required this press can be built for motor drive, using a direct-connected motor. 

Either alternating or direct current. Slow-speed motor should be used. 
Speed — 

Speed of driving pulley, 50 R. P. M. to 75 R. P. M., according to capacity required and 

kind of ware being pressed. 
Power — 


Power required to operate this repress will vary from 7 H. P. to 15 H. P., according to 
capacity, kind of ware manufactured, and character of material used. 


Weight — 
14,000 pounds. 


Dimensions 
Betgot rege wl aya rte neg es aidoceMlc bane vate fax at aL Te eee ss ee 9 ft. 51% in. 
WHERE, G08P ills 1 aint encom ceiptins PRE EMiecis, omnia escetces ea ae oO 7 ft. 934 in. 
Length over all, including OG emeiag Vaca 9 i ccc seats Mn eh tannnl os... 8 ft. 11% in 
Distance from center of Machine to center of BRP UE. bed, oh ceeare ee late Un 1934 in 
Height from floor to tap. of Mold Box.) 2.. 2. oci.u neesas chs Veen eines... 3 ft. 9 in 
Distance from center of Machine to outer end of Peeding Gables ss.) ck tee Site 7 an 
Distance from center of Machine to outer end of Off-Bearing Table................ 3 ft. 4 in 
Height from floor to center of Driving PEs fad hens Lach ceases sey. 6 ft. 9 in 
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American No. 292 Repress 


This machine is designed for repressing paving blocks, building’ brick, or fire brick. 
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Main frame of the American No. 292 Working parts of the American No. 292 
Repress, cast in one piece. Repress, located inside of the main frame. 





Adjustable “V"-shaped guides for the cross-heads. These guides are bolted to the outside 
of the main frame. They can be readily removed or adjusted to take up the wear. 
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American No. 292 Repress 


The construction of the press is high class in every detail. All wearing surfaces are large 
and parts are easily accessible for adjustment or renewal. Ample provision is made for lubri- 
cation and wearing parts are well protected from dirt. The most simple mechanical movements 
are used and the machine is built with the least number of parts possible. All working parts 
are above the point where the pressing occurs, except the lower cross-head and bottom plungers. 

The bricks are retained under pressure and moved in the mold box, allowing more time for 
the re-arrangement of the particles constituting the structure of the brick. The bottom plungers 
are each provided with a powerful spring to regulate the pressure, and each brick is pressed 
independent of the other. 


Rated Capacity Per Hour — : 
Paving Block or Brick, 2,000 to 3,000 per hour, using a double mold box. 


The capacity is governed by speed at which the machine is operated, size and kind of ware 
being repressed, and by the ability of the operators to handle the ware. 


Specifications 
Main Frame — 
The main frame of this machine is a heavy one-piece casting carrying the shaft bearings on 
top, supporting the mold box in the center, and having a heavy base to receive the 
pressure strains. 


Shafts — 
The crank shaft is hammered steel, turned down to 41% inches diameter. The crank stroke 
is 8 inches. The driving shaft is 3 inches diameter, the charger shaft is 2 inches diam- 
eter, and the driving shaft on the off-bearing belt is 114 inches diameter. 


Bearings — 
The crank shaft bearings are 12 inches long. The driving shaft bearings are 9 inches long. 
These are ring oiling bearings and well babbitted with the best metal for the service 
required. 


Gears — 

The gears are cast American gear metal. They are.114-inch pitch and 5-inch face. Master 
gear on crank shaft is 305g inches diameter and the driving pinion is 71% inches diam- 
eter. Ratio of gears, 4 to 1. Gears are covered with a sheet steel guard. Master gear 
is cast with a counter-weight to permit stopping the press on the up stroke. 


Connecting Rod— 

A single connecting rod is used between the crank shaft and the upper cross-head. This rod 
is fitted with a cast iron sleeve, having a right and left-hand thread for adjusting the 
length of the rod and regulating the thickness of the brick to be pressed. When 
properly adjusted’ for thickness of the brick the sleeve is locked and cannot move to 
displace the adjustment while operating. 


Mold Box — 
The mold box is cast iron with chilled and ground surfaces, which may be reground when worn. 
Mold box is 634 inches deep and will press a block 514 inches thick; 11 inches by 5 


inches is the largest block that can be pressed in a standard double mold box, and 11 
inches by 13 inches is the largest single block that can be pressed. 
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Charger — 


The charger is operated from a crank pin on the master gear. This eliminates lost motion 
and insures the correct placing of the brick in the mold box. The motion is easy and 
permits of rapid work without damage to the finished product. Connecting rod on the 
charger is fitted with a right and left-hand thread for proper adjustment, according 
to the length of the brick. The illustration of the repress shows the “‘T’’ head charger 
which is always furnished with the standard machine. The old-style flat charger, 
running in under a flat feeding table, can be furnished with this repress when so speci- 
fied in the: order. 


Oil Tank — 


A cast iron oil tank is furnished with the repress and provided with pipes and valves to 
deliver oil to the feeding table and oil roller. This tank is hung in brackets on the 
main frame and may be easily lifted out at any time. 


Off-Bearing Table — 


The machine is furnished with a standard steel frame off-bearing table 4914 inches long, 
having an endless leather off-bearing belt 14 inches wide. The off-bearing belt is driven 
with a steel roller chain running on cut cast iron sprocket wheels, 1-inch pitch, ratio 
2% to 1. : 


Driving Pulley — 
The machine is furnished with a standard Bucyrus friction-clutch driving pulley, 30 inches 
diameter and 634 inches face. 


Speed — 
Speed of driving pulley, 100 R. P. M. to 125 R. P. M., according to capacity required and 
kind of ware being pressed. : 


Power — 


Power required to operate this repress will vary from 5 H. P. to 7 H. P., according to 
capacity, kind of ware manufactured, and character of material used. 


Weight — 
7,285 pounds. 
Dimensions ; 

Height over all. ..c:. «23 edn aaa tin aen sagt at atetneiin ate iyo eo ee cae 7 ft. 4 in. 
Witkth ever all. 2.2. into eter ob sate Mbten cee ete hs a ee Eee cnet Skt? atts 
Length over all, including Off-Bearing Table.................................. 7 ft. 104% in 
Distance from center of Machine to center of Driving Pulleys.) fhe 2 ft. 134 in. 
Height from Hoor tovtop! of, Mow “Bowe. 000 ain cews esau gon eas. Site te 2, $t?. 8.1m 
Distance from center of Machine to outer end of Lt a Ae a a 2 ft. 65¢ in 
Distance from center of Machine to outer end of Off- Bearing Tablet cet or soc. tees 5 ft. 4 in 
Height from floor to center of Driving PNG ne Reet d,s rey Doge Oe eon 5 ft. 434 in 
Distance from center of Machine to center of PPV bes ods HAN OAS nt an ee ot he 1-ft.6 in 
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American No. 1 and No. 2 Hand-Power Brick Repress 


There are few factories where this hand-power repress would not be a great convenience. 
For a few special brick, where they vary in size or shape, it will be found very convenient to 
press them on the hand-power repress. This machine is compactly built and is extremely simple 
and strong. It is made portable and can be moved about to different parts of the plant. It is 
equally well adapted to stiff or soft-mud brick, and is capable of producing a fine grade of 
brick, compact, perfectly square, of equal thickness, and with edges and corners clearly defined. 
It is operated with one lever, which serves the double purpose of pressing the brick and ejecting 
it from the mold. 


The No. 1 press has a mold 5 inches deep, and the press will handle brick up to 9x9 inches. 
Weight, 900 pounds. 


The No. 2 press has a mold box 5 inches deep, and will press a block 1234x1234 inches. 
Weight, 1,300 pounds. 
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American No. 122 Paving Brick Rattler 


On February 7, 1911, the National Paving Brick Manufacturers’ Association, in session at 
Louisville, Ky., adopted standard specifications for a Paving Brick Rattler. The American 
No. 122 Rattler is built in accordance with these standard specifications, which are now univer- 
sally recognized throughout the country. 


Weight — 
2,275 pounds. 


Standard Specifications for Rattler Test on Paving Block 
The Abrasive Charge 


(a) The abrasive charge shall consist of two sizes of ‘cast iron spheres. The larger size 
shall be three and seventy-five hundredths (3.75) inches in diameter when new and shall weigh 
when new approximately seven and five-tenths (7.5) pounds (3.40 kilos) each. Ten shall be used. 


These shall be weighed separately after each ten (10) tests, and if the weight of any large 
shot falls to seven (7) pounds (3.175 kilos) it shall be discarded and a new one substituted; 
provided, however, that all of the large shot shall not be discarded and substituted by new ones 
at any single time, and that so far as possible the large shots shall compose a graduated series 
in various stages of wear. 


The smaller size spheres shall be when new one and eight hundred seventy-five-thousandths 
(1.875) inches in diameter and shall weigh not to exceed ninety-five-hundredths (.95) pounds 
(0.430 kilos) each. Of these spheres so many shall be used as will bring the collective weight 
of the large and small spheres most nearly to three hundred (300) pounds, provided that no 
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small sphere shall be retained in use after it has been worn down so that it will pass a circular 
hole one and seventy-five-hundredths (1.75) inches in diameter, drilled in a cast-iron plate one- 
fourth (14) inch in thickness or weigh less than seventy-five-hundredths (.75) pounds (or .34 
kilos). Further, the small spheres shall be tested by passing them over such an iron plate drilled 
with such holes, or shall be weighed after every ten (10) tests, and any which pass through or 
fall below specified weight, shall be replaced by new spheres, and provided, further, that all of 
the small spheres shall not be rejected and replaced by new ones at any one time, and that so far 
as possible the small spheres shall compose a graduated series in various stages of wear. At any 
time that any sphere is found to be broken or defective it shall at once be replaced. 
(b) The iron composing these spheres shall have a chemical composition within the fol- 

lowing limits: 

Combined carbon—Not less than 2.50 per cent. 

Graphitic carbon—Not more than 0.10 per cent. 

Silicon—Not more than 1 per cent. 

Manganese—Not more than 0.50 per cent. 

Phosphorus—Not more than 0.25 per cent. 

Sulphur—Not more than 0.08 per cent. 


For each new batch of spheres used the chemical analysis must be furnished by the maker, 
or be obtained by the user, before introduction into the charge, and unless the analysis meets 
the above specifications, the batch of spheres shall be rejected. 


The Brick Charge 


The number of brick per charge shall be ten (10) for all bricks of the so-called ‘block 
sizes’’ whose dimensions fall between from eight (8) to nine (9) inches in length, three (3) and three 
and three-fourths (334) inches in breadth and three and three-fourths (334) and four and one- 
fourth (414) inches in thickness. No block should be selected for test that would be rejected 
by any other requirements of the specifications. 

The brick shall be clean and dried for at least three (3) hours in a temperature of one 
hundred (100) degrees Fahr. before testing. 


Speed and Duration of Revolutions 


The rattler shall be rotated at a uniform rate of not less than twenty-nine and one-half 
(2914) nor more than thirty and one-half (3014) revolutions per minute, and eighteen hundred 
(1,800) revolutions shall constitute the standard test. 

A counting machine shall be attached to the rattler for counting the revolutions. A margin 
of not to exceed ten (10) revolutions will be allowed for stopping. Only one (1) start and stop 
per test is regular and acceptable. 


The Results 


The loss shall be calculated in percentage of the original weight of the dried brick compos- 
ing the charge. In weighing the rattled brick any piece weighing less than one (1) pound shall 
be rejected. 
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Dry and Wet Pan Department 





Dry and Wet Pans 


To the exacting buyer of Dry and Wet Pans our line appeals strongly, because of the supe- 
riority of design and excellence of material and workmanship, all of which are features that are 
of the greatest importance in the permanent satisfactory operation of pans. The capacity of a 
pan depends largely upon its design and construction, and the distinctive features embodied 
in our line of pans have given'them a greater capacity than others and have insured more work- 
ing hours per pan with fewer delays and repairs than can be had from other styles of pans. We 
have been generous in the design of each pan, our line being the heaviest on the market. The 
feature should be given special consideration, as a lighter-weight pan is necessarily much cheaper 
and should not be compared with our heavy, durable and efficient machines. 

The heavy side frames are substantially tied together at the top by the cross-beam, in the 
center by tie-bars and also on the floor line. The shafting is large and of steel. The gears are 
of special design and excellent quality. The bearings are long and well babbitted. The mullers 
are heavy, adjustable and removable. The screen plates are made of special iron. The step is 
of our approved type and the complete pan is one that can be depended upon under more than 
ordinary circumstances. All joints are carefully machined and fitted and bolts are made secure 
by lock nuts. The vertical shaft and muller shafts are secured by large removable bearings, 
which make it possible to remove any of these shafts or the mullers without disturbing the 
balance of the pan. The gearing is kept to its full efficiency by our device for taking up any 
possible wear, which insures a perfect mesh of the teeth at all times. 

For preparing successfully many kinds of fire clay and shale used for making clay products, 
dry or wet pans are a necessity. The wet pans are particularly adapted for handling material 
in moist condition, while for use in dry pans it should be practically dry, so that when ground, 
it will readily pass through the screen plates without clogging. The power is applied to the 
driving shaft of the pan which causes the main shaft and pan to revolve rapidly and, in turn, 
communicate motion to the crushing mullers. These mullers revolve on the muller shafts, 
holding them in position, but do not travel around the pan. As the material is thrown into the 
rapidly-revolving pan, centrifugal motion tends to throw it to the outside of the pan, where it 
encounters the scrapers or plows, which in turn: throw it under the revolving mullers. In our 
dry pans this operation is repeated until the material is fine enough to sift through the screen 
plates in the bottom of the pan. Below the revolving pan should be arranged either a wooden 
platform or a second stationary pan to catch the material as it falls through the screen plates, 
arranged with an opening communicating with the boot of an upright bucket elevator. To the 
arms which hold the screen plates in position are bolted steel scrapers or wings, which catch the 
material as it drops through the screen plates onto the platform or stationary pan and convey 
it to the discharge opening, where it drops into the boot of the bucket elevator. The elevator 
catches the clay and conveys it to a screen, either stationary or revolving, which screens the 
clay and deposits it in a suitable bin ready for use. The tailings, or portions of material not 
fine enough to pass through the screen, are returned to the dry pan and reground. 
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American No. 339 Ten-Foot Dry Pan—Always Furnished With 
Sole Plate and Side Braces 
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American Standard Dry Pans 
Description 


The Dry Pan is a machine designed for crushing, grinding and screening hard clay, shale 
and similar material preparatory to the manufacture of brick and other clay products. 

In the construction of the American pans only the best material is used and skilled labor 
employed. Each pan is erected complete and is carefully inspected before leaving the factory. 
The pan is dismantled for shipment and the parts are carefully marked, so that no trouble or 
delay is experienced in erecting the pan at the brick works, and no filing, chipping or drilling is 
necessary to make the parts fit properly in erecting it. 

The American Standard Dry Pans are built in six sizes: The No. 339 Ten-Foot Pan; No. 
57 Heavy Duty Nine-Foot Pan, designed for grinding the hardest class of material; the Standard 
Nine-Foot Pan, for ordinary clay or shale; Standard Eight-Foot, Seven-Foot, and Five-Foot 
Pans for smaller capacities. 


Capacity — 
The capacity of a dry pan is governed by the nature and condition of the material being 
ground and the degree of fineness required. 


Pan Frame — 


The pan frame consists of two heavy ‘‘A”’-shaped side frames with a heavy top cross frame 
securely bolted to broad bearing surfaces on the top of the side frames. At the front and 
back of the frame, just above the rim of the pan and passing through each ‘side frame, are 
two square tie-bars. These bars are slotted where they pass through the side frames, 
and through these slots substantial tapered keys are driven. This construction securely 
locks the frame, both top and bottom. Both the side frames and the top cross-beam 
are heavy and made in proportion to stand the strain to which they are subjected. 
The joints are accurately and carefully made, and all bolts are fitted with lock nuts. 


Shafts — 


The vertical shaft is hammered steel, forged in our own factory and turned to the proper 
diameter for bearing and wheel fit. The driving shaft and muller shafts are cold rolled 
steel. 


Bearings — 

Bearings are long and well babbitted with the best grade of babbitt metal for the purpose. 
The 8 and 9-foot dry pans are fitted with a heavy cast iron bracket, bolted to the side 
frame of the pan to provide an outboard bearing for the driving shaft. The 7 and 5-foot 
dry pans are not furnished with the outboard bearing. 


Step Bearings — 

The step bearing of the vertical shaft is one of the special features in the American Dry 
Pan. It consists of two chilled plates, between which is placed a hard phosphor bronze 
disc. These plates are placed in an oil chamber, with ample arrangement for keeping 
the step supplied with oil. The bottom chill plate is constructed so that it is self- 
adjusting, by which means. the face of these plates are always at a perfect right angle 
with the vertical shaft, insuring a perfect and even wearing surface, and preventing 
heating due to unequal wearing on the chilled plates. This dry pan step bearing is the 
result of many years’ experience and gives universal satisfaction. 
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American No. 57 Nine-Foot Dry Pan for Heavy Duty — Always Furnished 
with Sole Plate and Side Braces 
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Gears — 


The gears are made of a special mixture of American gear metal. They are well propor- 
tioned and of ample strength for the service required. 


Base — 


The base, or hub, of the dry pan is a heavy one-piece casting keyed to the vertical shaft. 
The top of the casting is machined smooth, to receive the muller plates. The arms 


supporting the screen plates are securely bolted to the base and the pan rim is bolted 
to the end of the arms. 


Muller Plates and Screen Plates — 


The muller plates and screen plates are made of a special mixture of iron, which we find 
gives long and satisfactory service. Either six or eight plates required for each pan, 
according to the diameter. The actual number of openings in the screen plates are as 
great as can be secured and retain the proper strength in the casing. The standard 
size screen plate, always furnished unless otherwise specified, has openings 1¢ inch wide. 


Scrapers — 


The scraper holders are attached to the tie-bars, one on each side of the pan. The scrapers 
are hung on swivel joints, and may be hung at any angle desired. They can also be 
lowered when worn. The scrapers are provided with face plates made of our special 
mixture of iron. These face plates are made interchangeable and reversible, making it 
possible to use all four surfaces, and thus prolonging their usefulness. When the 
scraper plates are worn out they can be readily removed and new plates substituted, 
at a small cost, without the necessity of buying a whole scraper. 


Mullers — 


The mullers are supported on steel shafts, which are independent of each other. The ends 
of these shafts are provided with shoes which move in guides in the frame and in the 
shroud encircling the vertical shaft. The independent muller construction makes either 
muller removable without disturbing the other, and also makes it possible to set the 
mullers close to the vertical shaft, thus increasing the screening surface. The muller is 
a heavy casting, fitted with a hard, white iron tire, secured with white pine wedges. 
This tire is readily removed when worn. Each muller is fitted with a sleeve, forming 
the bearing on the shaft, and this bearing is supplied with oil from a reservoir inside 
of the muller. A chilled disc is fitted on the shaft to take the end thrust of the muller, 
and the space between the muller sleeve and the shoe on the muller shaft is fitted with 
split collars, which are readily removable at any time it may become necessary to make 
repairs. The ends of the muller shaft are supported by heavy steel springs, which may 
be set in such a position that the mullers are close to, but do not touch, the muller 
plates when the dry pan is empty. The space between the mullers and the muller 
plates can be adjusted to suit the material to be ground. 


Driving Pulleys — 


Each pan is fitted with a friction-clutch driving pulley, of the proper size in proportion to 
the work to be performed. 


Speed — 


The speed of the driving pulley will vary under different conditions, according to the nature 
of the material being ground. 
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American Nine-Foot and Eight-Foot Dry Pan 
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Power — 


Power required to operate the dry pan will vary under different conditions, 


largely by the nature of the material being ground. 


Specifications 
Standard No. 57 Heavy 
No. 339 Duty Standard Standard Standard Standard 
10-ft. Dry Pan 9-ft. Dry Pan 9-ft. Dry Pan 8-ft. Dry Pan 7-ft. Dry Pan 5-ft. Dry Pan 

Rated capacity per hour in tons......... 10 to 15 5 to 10 5 to 10 3 to 8 2 to 6 1 to 4 
Diameter of Vertical Shaft............. 8 in. 8 in. 6% in. 61% in. 6 in. 454 in 
Diameter of Driving Shaft.............. 4 in. 4 in 3% in. 314 in. 3 in. 3 in. 
Diameter of Muller Shaft.............. in. 5 in. 328 in 31% in. 3 in. 3 in. 
Length of Bearings on Driving Shaft..... 10and 12 in.10 and 12in. 10 in erie 10 in. 9 in. 
Length of Bearings on Vertical Shaft... .13 in. 13 in. 10 in 16 in. 101% in. 10) in. 
Diameter of Chilled Disc in Step Bearing 10 in. 10 in. 10 in 8 in. 8 in. 47% in 
Diameter of Chilled Disc in Thrust Bear- 

ing on Muller Shafts. "x..ci een eee” 10144 in. 1044 in. 814 in. 814 in. 7 in. 

Diameter of Bevel Gear................ 841 in 8414 in. 614% in 56 in. 47% in. 44 in 
Diameter of Bevel Pinion.............. 1634 in 1634 in. 123% in 14 in. 113% in. 8% in 
Face of Gear and Pinion............... 8 in 8 in. in. 714% in 614 in. 51% in 
Pitch of Gear and Pinion...... 234 in 234 in. 234 in 234 in 24% in. 2 in. 
Ratio of Gear and Pinion.............. 5 to1 5 tol 5 tol 4tol 4.1 to 1 5 to 1 
Diameter-ofMuillers. 4.5.5.2 aat2000 2 54 in. 54 in. 48 in. 44 in. 40 in. 36 in. 
Face of Mullers: ... > cet sau ees. 13 in. 13 in. 10 in. 10 in. 84 in. 7 in. 
Thickness of White Iron Muller Tires... .3% in. 354 in. 334 in. 4 in. 348 in. 21% in. 
Weight of each Muller and Accessories. .8,277 Ibs. 8,277 Ibs. 5,200. Ibs 4,100 Ibs. 3,775 lbs. 1,750 Ibs 
Length of Muller Sleeve..............-. 283 in. 283 in. 184 in 18) in 1134 in. 11 in. 
Distance center to center of Mullers..... 461% in. 461% in. 46 in 361% in 3234 in. 2434 in 
Thickness of Muller Plates............. 24% in. 21% in. 2 in 134 in 134 in. 11 in 
Width of Muller Plates................ 16 in 16 in. 13 in 114% in 1034 in. 83% in 
Number of Muller Plates required....... 8 8 8 6 

Width of Screen Plates................. 2834 in 2234 in. 25 in 231% in 1934 in. 1334 in. 
Number of Screen Plates required....... 8 | Ss 6 

Number of Arms required to support \/ 

Screen’ Plates?.<:\ 545 .: cee) eee v 8 8 6 6 6 
Thickness of Steel Pan Rim............ 34 in 3 in. zs in. 35 in #5 in. #5 in. 
Number of sections in Rim............. 3 3 2 2 
Depthiof Pan.:.) ..\athhns Seen eee 11 in. 11 in. 11% in 12 in. 91% in. 9 in 
Diameter of Friction - Clutch Driving 

Pulley oscars, s | Sos oa Mee a eee geen 48 in. 48 in. 48 in. 42 in 36 in. 36 in. 
Face of Friction-Clutch Driving Pulley . .14 in. 14 in. 12 in. 12 in. 10 in. 8 in. 
Speed of Driving Pulley R. P. M........ 125 to 150 125 to 150 125 to 150 100 to 120 100 to 120 100 to 125 
Power required (H P.io.0.05 vous ee 50 to 60 30 to 50 20 to 40 20 to 30 15 to 20 10 to 15 
Average weight. . 2.7 3.0:..ises donee 50,500 Ibs. 46,650 Ibs. 31,250 Ibs. 23,980 Ibs. 15,940 Ibs. 9,950 Ibs. 

Dimensions 
Length over all.-....-/ 2S Sse 17ft.2Min. 15ft.10M4in. 14 fe. in. 11 ft. 1in. 10 ft. 4 in. 8 ft. 114 in. 
Width.ovet-all... 25... 5. eee 10 ft. S-Ft. Sin. Ott, Orin, Sift; dant ¢ 7 ft 2 ins. Seat ah. 
Length from center of'Pan to center of 

Deriving Pulley’ «23:04. dso ce csetettene, Tht. Tye in. 6 ft. Sin, 6 fts3*in.. - 4ft--7 in, 4 ff'3.in, 3. ft. 6.an: 
Length from center of Pan to end of 

Driving Shaft on Pulley side......... 8 ft. 744 in. 8 ft. 3 in. 8 ft. 314 in. 6 fet. 71% in. 5 ft. 41% in. 4 ft. 7 in. 
Height overall. 6:7. cs,. i, eee 12 ft. Sin. 11 ft.3in. 10 ft. 11in.9 ft.9 in. 8 ft.1014 in. 7 ft.1114 in. 
Height from floor to top of Pan Rim... .2 ft. 234 in. 2 ft. 23 in. 2 ft.1144 in. 2 ft.1014 in. 2 ft. 814 in. 1 ft. 115 in. 
Height from floor to center of Driving 

Nalbssecenesdnccs an sock cate ee 9ft.3in. Oft. 3 in. 8 ft. 11 in. .8 ft. 11 in. 7 ft. 416 in. 6 ft. 51% in. 
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Unless otherwise specified all dry pans are built to drive according 
to Figure 10 shown in the above illustration. 
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American Seven-Foot and Five-Foot Dry Pan 
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American Nine-Foot Dry Pan with Direct-Connected Motor 


[136] 











——————S— SSS 






2a 


Ys % 


SA 





Motor Drive for Pans 


Our method of mounting motors for driving wet and dry pans by means of gears has proven 
very successful in practice. The motor is rigidly supported and there is a bearing on both sides 
of the gear and pinion, insuring correct mesh and permanent alignment. This is correct practice 
when using motors of the size required for these machines when the pinion is mounted on the 
motor shaft, and we will not deviate from this method. The cut steel gear and fibroid 
pinion run in oil and are entirely enclosed, reducing wear to the minimum. 

It will be noted that a motor having an extended shaft and an outboard or third bearing is 
essential. Preference should always be given to the slow-speed motors and the maximum speed 
named should never be exceeded. When alternating current is used the slip-ring type of motor 
is required. When direct current is used a constant-speed compound-wound motor is required 
and preference should be’ given to the inter-pole type. 


We recommend Motors for our Pans as follows: 


No. 339 Ten-Foot Dry Pan, 75 H. P. Motor, 514 R. P. M. 
No. 57, Nine-Foot Dry Pan, 50 H. P. Motor, 514 R. P. M. 
Standard Nine-Foot Dry Pan, 35 H. P. Motor, 720 R. P. M. 
Standard Eight-Foot Dry Pan, 35 H. P. Motor, 720 R. P. M. 
Standard Seven-Foot Dry Pan, 25 H. P. Motor, 720 R. P. M 
Standard Five-Foot Dry Pan, 20 H. P. Motor, 900 R. P. M. 


No. 57 Nine-Foot Wet Pan, 75 H. P. Motor, 514 R. P. M. 

No. 335 Eight-Foot Wet Pan, 75 H. P. Motor, 514 R. P. M. 
Standard Nine-Foot Wet Pan, 50 H. P. Motor, 514 R. P. M. 
Standard Eight-Foot Wet Pan, 35 H. P. Motor, 720 R. P. M 
Standard Seven-Foot Wet Pan, 35 H. P. Motor, 720-R. P. M 
Standard Five-Foot Wet Pan, 25 H. P. Motor, 720 Re =P S WE. 


The space allowed for the pinion on the motor shaft between the motor and the outer or 
third bearing is as follows: On the No. 339 Ten-Foot Dry Pan, No. 57 Nine-Foot Pan, 
Standard Nine-Foot Pan, and No. 335, Eight-Foot Wet Pan is 13 inches. On the Eight-Foot 
Pan and Seven-Foot Pan it is 10 inches and on the Five-Foot Pan it is 7 inches. 
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American Standard Pan Step 


The accompanying cuts illustrate the under side of our pan “‘base’’; also stub end of shaft 
and different parts of our Standard Step. ‘‘H” is the grinding base of pan, which has a deep 
recess bored in the bottom to receive the large end of the stub “T,”’ which is turned and faced 
to fit the recess. The large flange of “I’’ has four slots, as shown, which correspond with four 
slots in the bottom of base to admit four large bolts to hold the “stub” in position, and affords 
quick means for removing the bolts when it is necessary to remove the stub. In the illustration 
“IT” is shown bolted to “H.” “I” is also shown separate. The hammered steel vertical shaft 
enters the base ‘‘H”’ from the upper side, the end resting on the stub “I,” and is securely 
keyed to the base “H.”” The small end of this stub is turned and faced. In the bottom is a 
square socket which fits over the square projection on the upper chilled disc ‘‘A.”’ The upper 
surface of ‘‘A’’ is faced off, so as’to form a true bearing for the lower end of the stub “I” to 
rest on. The lower surface of chilled disc “A” is chilled and ground perfectly true. This sur- 
face rests on the upper surface of the bronze disc ‘‘B.” The square projection of “A”’ fitting 
into the square socket of the stub causes “A” to revolve with the pan base ‘“‘H.” Both sides 
of the bronze disc ‘“‘B”’ are faced true and scraped to a uniform thickness. The lower surface 
of the bronze disc rests on the upper ground surface of the lower chilled disc “C.” This disc 
is made of the same material as disc ‘‘A,”’ and both have oil channels cast in the faces to insure 
oil passing between the surface of the discs and the bronze disc. The lower disc is provided 
with a square projection on the underside similar to the one shown on “A.” This projection fits 
loosely in a square socket cast in the bottom of the step casting ‘‘F.”” This prevents the chilled 
disc ‘‘C” from turning. The bottom surface of the square projection of ‘‘C”’ is rounded and 
rests on the flat bottom of the base casting ‘‘F.’”’. This permits the chilled disc “C” to rock or 
equalize itself so that the entire rubbing surface of the different discs rest on their entire con- 
tact surface. 

Bolted to “F” is a wearing collar “D.” The joint between these is faced off smooth and 
made male and female, so as to hold ‘““D” in a central position. The hole in the collar “F”’ is 
bored to fit the small end of the stub ‘‘I,” and keeps the pan base ‘“‘H”’ and vertical steel shaft 
in alignment. When this collar ‘“‘D”’ wears it can be removed. In the side of the base plate 
“F” is cast a slot cutting through from the outside to the cavity which holds the discs. Inserted 
in this slot is a filler “E.”’ This filler “‘E” holds the bronze disc in a central position. This 
filler is so located that by moving it the bronze disc “‘C’”’ can be removed without disturbing 
the other portions of the step, except the cover “G,” which is bolted with cap-screws to the 
side of the base “F.”’ The design of the step is such that the discs run in a bath of oil, which 
is fed into the step by a pipe leading from the collar “D”’ to the outside of the pan frame, or 
leg. There is a hole drilled in the side of the base plate ““F” and closed with a pipe plug, 
which plug can be removed, and by running water through the oil pipe the step can be washed 
clean. ; 

When it is necessary to remove the bronze disc, base ‘‘H” is simply raised with jack-screws 
to relieve the weight from the disc, which can then be removed and a new one inserted, if 
necessary. The base of the step rests on wood blocks, so arranged that they can be unbolted 
and removed; then the entire step will drop down sufficiently to permit the removal of all parts 
of the step, including the step casting, without molesting any part of the pan. 
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Planing Joints on a Pan Cross-Frame 
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Nine-Foot Wet Pan Base Casting 





View of Pan Erecting Floor, Bucyrus Factory 
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Extra Heavy Wet Pan — American No. 335 


The American No. 335 pan has been developed to meet the demands for a heavier and 
stronger machine than the standard patterns. An idea of its ability to stand hard usage may 
be had when we state that two of them have been in operation 24 hours daily for almost two 
years, that they weigh in excess of 60,000 pounds without motor and that only the best mate- 
rials for the purpose are used throughout their construction. 

When arranged for motor drive, using direct-connected motor, as here illustrated, we recom- 
mend the use of a 75 H. P. 3-bearing motor operating at 514 R. P.M. If alternating current 
is used we advise use of slip-ring type motor. 

We use a wide face cut steel gear on drive shaft with rawhide pinion on motor shaft for 
connecting motor to pan. 
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Each pan is erected complete in the factory and before dismantling for shipment each part 
is carefully fitted, marked and inspected so that no fitting is necessary to erect it in the field, 
thereby avoiding unnecessary delay and trouble. 


Note — 


This pan is built either belt driven or motor driven. The belt-driven pan is standard and 
will be furnished unless otherwise specified. ; 


Capacity — 
The capacity is governed by the size and nature of the material to be prepared, the degree 


of fineness and the amount of mixing and tempering required. 


Side Frames — 


The side frames of this machine: are heavy one-piece castings, tied together by the cross- 
beam and by two 2x5-inch steel tie-bars. The bearing surface on each side frame where 
it fits onto the cross-beam is 30x33 inches and ten 1-inch bolts with lock nuts are used 
in each. The bearing surface on the foundation is 24 inches by 72 inches. Four 
14-inch anchor bolts fasten each side frame to the foundation and also clamp the tie- 
bar to side frames. 


Cross-Beam — 


The cross-beam is a heavy one-piece casting carrying the shaft bearings and forming a tie 
at the tops of the side frames, making a rigid and heavy construction to withstand all 
strains and absorb vibrations. 


Shafts — 


The vertical shaft is made of hammered steel, forged and turned to the proper diameters 
for bearing and wheel fits. The muller yoke and shafts are forged in one piece and 


accurately turned to size for bearings and fit. The driving shaft is made of cold rolled 
steel. 


Bearings — 


The driving shaft is provided with ring oiling bearings 14 inches long. The outboard is a 
one-piece A frame casting extending full length from driving shaft to foundation. 
The vertical shaft bearings are self-oiling, and 24 inches long. All of these bearings 
are babbitted with the best grade of metal for the purpose. 


The self-aligning and self-oiling step bearing is 14 inches diameter and consists of a phosphor 
bronze disc between two polished chilled iron plates immersed in oil. 


The thrust bearings on muller shaft are 1014 inches diameter. 
Gearing — 


The gearing is made of American gear metal and well proportioned for the service required. 
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Base — 


The base is a heavy one-piece casting designed with deep reinforcing ribs and having a 
bearing on the vertical shaft of 22 inches. The top of the base is machined smooth to 
receive the muller and wearing plates. 


Muller and Wearing, Plates — 


The muller plates are made of white cast iron and afford a hard, durable grinding surface. 
The wearing plates are made of hard cast iron. 


Pan Unloader — 


The unloader is our standard plow type, which is hinged and can be raised or lowered by 
means of a lever. When lowering for discharging the toe of plow rests on the pan 
bottom and the clay is forced upward and discharged over the edge of the rim. When 
not in use it can be raised and held out of the way. 


Scrapers — 


The scrapers are so placed that the material is constantly turned and thrown under the 
mullers, insuring perfect grinding, mixing and tempering. These scrapers are all made 
of white cast iron and the two outer scrapers are provided with removable toe pieces of 
the same material. Swivel holders clamped to the tie-bars allow the scrapers to be 
adjusted to suit conditions. 


Mullers — 


The mullers are heavy, cast iron rolls fitted with hard, white cast iron tires secured with 
white pine wedges. This tire is readily removed when worn. Each muller is fitted 
with a sleeve, forming the bearing on the muller shaft, and provided with a pair of 
chilled discs to take the end thrust. 


Rim — 


The outer rim is made up of three steel plates accurately fitted and bolted to the pan base. 
Riveted to the inside of the outer rim are three steel plates forming an inner wear- 
resisting surface of great durability. These inner plates are 1 inch thick. 


Driving Pulley — 


Each pan if belt driven is fitted with a cast iron driving pulley equipped with Bucyrus 
type friction-clutch of ample proportion to handle the load. 


Power — 


Power to operate this wet pan will vary with the nature of the material to be ground and 
tempered. 
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Specifications 

Rated capacity per Games tit tones widens aids oases a, care te tet ¢.3 to 

Wiatitter ob Werte Baie AS, iiatl ah haat pg cat al Seu ge eee 8 in. 
Diemabter of Delving (Wate fora, lc n< seas nnn WioeLs iy nal POE 4 in. 
Eien OE Bae le NRE rat vai ces oat om Aetna hot cdi eds aah ed oe Oe tae oa 5 any 
Length of Bearing on DOUG ANG, 2a ast vi oid ra tw laos WAT ula wa yo? ceed eve tua 131% in. 
Length of Dearing oi Vertical GEES c.n'ea diualies.lcunsn oda oh ate ae ee 24 in. 
Diameter of Chilled Disc in EO AER ss + readin t Puna ann ao" aoa Ts kate 14 in. 
Diameter of Chilled Disc in Thrust Bearing on Muller Shaft... . 00.0002. 2055... 1014 in. 
Diametst of Bowel Geir a, map o 14 <vOe Weeding egy sien sus ce 85 in 
Dianneter of) Puttar: isda iy schon taysed ol ogy Le. ood eee ae eee 14 in. 
Hace of Gear. atid Fitton. Qi pinin MitiysX srs nue inng dO cach oe ne ea eae nd 8 in 
Frock of Gear anil. Biilgn tgp << unc days aut at Wie Masami nek ese eee 234 in 
Ratio of Gear antl \Plaiottss) hn atid via ai'pan Olbea lec 1 peda a Te 6 to 1 
Digmeter of Mulletp. . x4 stis ge pias. <.n+n su scicwes ated ee eee a 54 in. 
Face, of Mullets.. +. o/c cep ities MW | ssp dls a} ions een ee ee 141% in. 
Thickness of. White Pia Geyer Ate Not iydets Pov ene PA 4 in 
Weight of Mullers and Shaft I OR Ut wt 9 a.< Sas. he ES Le 20,050 Ibs 
Length of MuUMbrotigegec ge wires so Fae oe? «cs sn amet pes Eee eR 28 in. 
Distahor camber. to spesiget-0F MEME ns le Sy. apo iaeicade O e 561% in. 
Width of Miller PIMies,. 01 Gyn 3 AS) eich Gerkte ik ee A 19 in. 
Thickness of Mullet Plates. dteey cn. 29 cy--1.', 0p, (ee ee 3 in 
Number of Mulley Pistes tegen 28 dnrareuls’ haces We ete Ce a ee 8 
Thickness of Pau GR Whe Gun cache, Sie oe ure ek Maes VY in. 
Thickness of Pan Rim pO ee ween ea ee ene PAS, bh oe A in. 
Number af sections: tira sR Guay sie tei tgb fos piibaee ogee ine eA 3 
Number of sections in Pan Rim RAP oF ae nen shi ha URE, eee TG 8 os, we ae 3 
Depth of Pat. wid Pie ears cece Dacceiegs oot Noel ere cronies ea! 12 in. 
Diameter of Friction-Clutch Pe TNO Fae cs Ys! (ei 5 eeatine oo 60 in. 
Face of Friction-Clutch Ome Ee. Saas Sy eae Sey, oi; eee ie 12 in 


Speed of Driving PuBey Mew Oe eA cu wa sc cdh be t.0); Sw eee alee 


Power requined."Hi"P.. Mowat iarwuettacye coum © a! ey = dee tages a 50 to 75 
Auvetage WRIERE, Snel one We Ny Ray thee SNe tg So lhe Cane 60,150 Ibs. 
Dimensions 
Length. over wlll. 5 nei datqshncs Ate eae aca eae Ve) eee it Sin Spee ee Setey)’, 18 ft. 10 in. 
Width, sven alll... nei dertonen tear tete a dattier tine UG, oA th fm ae eee $ 4ty 3 in. 
Length from center of Pan to center of Paris Pe es hss ns oa Fob: oct es Toit. 7 Pn 
Length from center of Pan to end of Driving Shaft Pulley side 9 ft. 934 in 
Heights over a8). ionsasdiule be ainanens vet al hie see ipa a «ee ad 15. f€.41. in 
Height from floor to top of Pan Pe ict Spin, 2 ak acca asc AU OPE eg as ee 2% in 
Height from floor to center of OVINE BOGED 0 00% 26nd salen. Se WA Le 7 ft. 11 in 
Height from bottom of ‘Step to Hoor lites......0.. 0000-60400, 0 ee 4 ft. 1% in 
Height from bottom of OOD PO COpHOL RIG 35.50 psd +a ouside eee aad ee Ce 4 ft. 4 in 
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American Nine-Foot and Eight-Foot Wet Pan Equipped With 
Standard Hand Unloading Shovel 
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American Standard Wet Pans 
Description 


The wet pan is a machine designed for tempering clay, shale or similar material after same 
has been prepared in a dry pan or crusher preparatory to the manufacture of brick and other 
clay products. 

In the construction of the American pans only the best material is used and skilled labor 
employed. Each pan is erected complete and is carefully inspected before leaving the factory. 
The pan is dismantled for shipment and the parts are carefully marked, so that no trouble or 
delay is experienced in erecting the pan at the brick works, and no filing, chipping or drilling is 
necessary to make the parts fit properly in erecting it. 


The American Standard Wet Pans are built in four sizes: 9 feet, 8 feet, 7 feet and 5 feet 
diameter. 


Capacity — 


The capacity of a wet pan is governed by the nature and condition of the material being 
tempered. 


Pan Frame — 


The pan frame consists of two heavy “A” shaped side frames, with a heavy top cross- 
frame securely bolted to broad bearing surfaces on the top of the side frames. At the 
front and back of the frame, just above the rim of the pan and passing through each 
side frames, are two square steel tie-bars. These bars are slotted where they pass 
through the side frames, and through these slots substantial tapered keys are driven. 
This construction securely locks the frame both top and bottom. Both the side frames 
and the top cross-beam are heavy and made in proportion to stand the strain to which 


they are subjected. The joints are accurately and carefully made, and all bolts are 
fitted with lock nuts. 


Shafts — 


The vertical shaft is hammered steel, forged in our own factory, and turned to the proper 


diameter for bearing and wheel fit. The driving shaft and muller shafts are cold rolled 
steel. 


Bearings — 


Bearings are long and well babbitted with the best grade of babbitt metal for the purpose. 
The 8- and 9-foot wet pans are fitted with a heavy cast iron bracket, bolted to the side 
frame of the pan to provide an outboard bearing for the driving shaft. The 7- and 5- 
foot wet pans are not furnished with the outboard bearing. 


Step Bearing — 


The step bearing of the vertical shaft is one of the special features in the American Wet 
Pan. It consists of two chilled plates, between which is placed a hard phosphor bronze 
disc. These plates are placed in an oil chamber, with ample arrangement for keeping 
the step supplied with oil. The bottom chill plate is constructed so that it is self- 
adjusting, by which means the face of these plates are always at a perfect right angle 
with the vertical shaft, insuring a perfect and even wearing surface, and preventing 
heating due to unequal wearing on the chilled plates. This wet pan step bearing is the 
result of many years’ experience, and gives universal satisfaction. 
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Gearing— 


The gears are made of a special mixture of American gear metal. They are well propor- 
tioned and of ample strength for the service required. 


Base — 


The base of the wet pan is a heavy circular casting keyed to the vertical shaft. The top 
of the casting is machined smooth, to receive the muller plates and wearing plates. 


Muller Plates and Wearing Plates — 


The muller plates and wearing plates are made of a special mixture of iron, which we find 
gives long and satisfactory service. 


Scrapers — 


The scraper holders are attached to the tie-bars, one on each side of the pan. The 
scrapers are hung on swivel joints, and may be hung at any angle desired. They can 
also be lowered when worn. A pair of plows, or scrapers, is placed near the center of 
the pan. These plows turn the material and throw it to the outside edge of the pan, 
where the outer scrapers again turn it and throw it under the mullers. This frequent 
turning insures more thorough mixing and tempering. 


Unloading Shovel — 


For discharging the material from the pan a long handled shovel is furnished. The shovel 
is operated on a swivel supported on the tie-bar, and may be placed on either side of 
the pan to suit conditions. This shovel is made with a steel blade, which may be 
readily renewed when worn. 


Mullers — 


The mullers are supported on steel shafts, which are independent of each other. The ends 
of these shafts are provided with shoes which move in guides in the frame and in the 
shroud encircling the vertical shaft. The independent muller construction makes either 
muller removable without disturbing the other. The muller is a heavy casting, fitted 
with a hard white iron tire, secured with white pine wedges. This tire is readily 
removed when worn. Each muller is fitted with a sleeve, forming the bearing on the 
shaft, and this bearing is supplied with oil from a reservoir inside of the muller. A 
chilled disc is fitted on the shaft to take the end thrust of the muller, and the space 
between the muller sleeve and the shoe on the muller shaft is filled with split collars, 
which are readily removable at any time it may become necessary to make repairs. 
The ends of the muller shaft are supported by heavy steel springs, which may be set 
in such a position that the mullers are close to, but do not touch, the muller plates 
when the pan is empty. The space between the mullers and the muller plates can be 
adjusted to suit the material to be tempered. 


Driving Pulley — 
Each pan is fitted with a friction-clutch driving pulley of the proper size in proportion to 
the work to be performed. 
Speed — 


The speed of the driving pulley will vary under different conditions, according to the nature 
of the material being tempered. 


[148] 








largely by the nature of the material being tempered. 





Specifications 
No. 57 Heavy 
Duty Standard Standard 
9-ft.WetPan 9-ft.WetPan 8-ft. Wet Pan 7- 
Rated capacity per hour in tons.................... 4 to 8 4 to 8 3 to 7 
Diameter of Vertical Shaft......0...0222277 5700777 8 in. 6% in. 6% in. 
Diameter of DrivingsShatttus,! eget an | oe 4 in. 3% in. 314 in. 
Diameter of Muller Shaft.....205...0....00.00010. 5 in. 348 in. 31% in. 
Length of Bearings on Driving Shafts ab ecg coin 04 10 and 12in. 10 in. 11 in. 
Length of Bearings on Vertical Shaft.......... 13 in. 10 in 16 in. 
Diameter of Chilled Disc in Step Bearing............ 10 in. 10 in 8 in. 
Diameter of Chilled Disc in Thrust Bearing on Mul- 
ler Shafte.» oo 0 5s.55 «3S nese ana teeta 1014 in. 814 in. 814 in. 
Diameter of Bevel Gear, 9 .0ry Pi ig, 8414 in. 6114 in. 56 in. 
Diameter of Bevel Pinion............-.....00/0707" 1634 in. 123 in. 14 in 
Face of Gear and Pinion:. 2220.25 550 8 in. 8 in. 7% in 
Pitch of Gear and Pinion. <i,.24..;....... 234 in. 234 in 234 in 
Ratio of Gear and Pinion..........0..0000 0000007! 5 to 1 5 to 1 4tol 
Diameter of Mullets 055 09.22) a Re 54 in. 48 in. 44 in. 
Face of Mullers,;.:.. ures p saree oot a 7 in. 1 ite 7 in. 
Thickness of White Iron Muller Tires........ 354 in. 334 in. 4 in. 
eight of each Muller and Accessories... ..26-. 203. 7,677 Ibs 4,380 Ibs 3,300 Ibs 
Length of Muller Sleeve.....................00000 283 in 181% in. 18) in. 
Distance center to center of Mullers............ 0) 2 in 72 in. 44 in. 
Thickness of Muller Plates..................... 1 2% in 2 in 134 in 
Width of Muller Plates.) 0.015... .4, 35: 16 in 1314 in. 14 in 
Number of Muller Plates req uitedie sei see 8 8 6 
Thickness of Steel Pan Rim................0000 007 34 in. #5 in. zs in 
Number of sections in Rim..................... 3 3 
Depth of Paw. sicuseceus aie pee ea ee 11 in. 12 in. 12 in. 
Diameter of Friction-Clutch Driving Pulley.......... 48 in. 48 in. 42 in. 
Face of Friction-Clutch Driving Pulley.............. 14 in. 12 in. 12 in. 
Speed of Driving Pulley R. P. M............000 150 to 175 150 to 175 120 to 140 
Power required -Fh. Pais, 3. shed cack dssnuncs eee 30 to 50 30 to 50 20 to 40 
Average welgiits ../75) 0 isi tuk anton ees ee ae 49,560 lbs. 33,920 Ibs. 26,540-Ibs. 
Dimensions 
Length over gl. os. ie i. s erie ae 15ft.1014in. 14 ft. 14 in. 11 ft. 1 in. 
Width py @llsn. sae vies «..'s desde soot a te uae Sitt8 in. -9 ft 6-in. 8 ft; 1 Gn. 
Length from center of Pan to center of Driving 
Pulley wil s cacc8eg cach ta Ee Sees 6 ft. 9% in. 6 ft. 3 in. 4 ft. 7 in. 
Length from center of Pan to end of Driving Shaft on 
Prey WA oie vn ons axial s eee oe ee eee 8 ft. 344 in. 8 ft. 314 in. 6 ft. 71% in. 
Height over al... o»syth it Guacaed cor aot 11 ft. 3 in. 10 ft. 11 in. 9 ft. 9‘in. 
Height from floor to top of Pan Rim.............. 2 ft. 23g in. 3 ft. Oin. 2 ft. 1014 in. 
Height from floor to center of Driving Shaft ...2.... 9'ft. 3:in. | 8 ft. 11 in... 8 {611 4n. 
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Power required to operate the wet pan will vary under different conditions, 





Standard Standard 

ft. Wet Pan 5-ft. Wet Pan 
2.40.5 Into 3 

6 in. 456 in. 

3 in 3 in. 

3 in 3 in. 

10 in. 9 in. 

101% in. 101% in. 

8 in 47% in. 

7 in. 

4714 in 44 in. 
1134 in 8% in. 
6% in. 54% in. 
24% in. 2 in. 

4.1 to 1 5 tol 

40 in. 36 in. 

7 in. 5 in. 

333 in. 3 in. 
2,820 Ibs. 1,625 lbs. 
1134 in. 11 in. 

63 in. 41 in. 

1 in. 1% in. 
1034 in 9 in. 

6 6 

7s in 7 in 

2 2 

9Y in. 9 in 

36 in. 36 in. 

10 in. 8 in. 

120 to 140 100 to 125 
15 to 30 10 to 20 
19,240 lbs. 11,250 Ibs. 
10 ft. 4 in. 8 ft. 114 in. 
7ft.2in. 5 ft. 1 in. 
4ft.3in. 3 ft. 6 in, 
5 ft. 414 in. 4 ft. 7 in. 
8 ft. 1014 in. 7 ft. 1114 in. 
2 ft. 81% in. 1 ft. 115% in. 


7 ft. 41% in. 


and is governed 


6 ft. 514 in. 
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American Seven-Foot and Five-Foot Wet Pans Arranged for 
Hand Unloading Shovel 
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according to 


Unless otherwise 


specified all wet pans are built to drive 
Figure 2 shown in above illustration. 
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American Eight-Foot Wet Pan with Direct-Connected Motor and 
Mechanical Unloader 


American Mechanical Unloader is not furnished with the wet pan unless especially ordered 
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American Eight-Foot Wet Pan with Direct-Connected Motor and Standard Hand 
Shovel for Unloading 


The standard hand shovel for unloading is always furnished 
with the wet pan unless the mechanical unloader is ordered 
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Mechanical Unloader for American Wet Pans 


American Wet Pans may be equipped with the American Mechanical Unloader, which 
enables the operator to unload the pan rapidly while in motion. The unloader is well and 
substantially built and is a thoroughly practical appliance. The illustrations show the position 
of the unloader when in the pan in position to unload, also the position when at rest out of the 
pan while the material is being thoroughly mixed or ground. 


The mechanical unloader is not furnished with the pan unless especially ordered. 
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Mechanical Unloader for American Wet Pans, Raised for Mixing 
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American No. 87 Piano Wire Screen 


The American No. 87 Piano Wire Screen 
is a very successful: and economical screen for 
screening clay, sand and similar material. It 
has been thoroughly tried and tested and gives 
splendid results. It will screen more material 
at less expense and will require less room to 
install than any other screen as yet invented. 
As the name implies, the screen is made of 
heavy steel piano wires. These wires are 
strung on a strong, substantial frame. The 
wires are drawn to a high tension and are 
firmly secured so that they cannot slip. One 
piece of wire will string two wires on the 
screen, as the wire is looped over an iron plug 
at one end, and the two ends of the wire are 
secured to a strong set screw at the opposite 
end of the screen. The wires can be drawn 
to any tension required. -At each end of the 
frame the wires are drawn over a heavy rod, 
which is threaded to suit the space required 
between the wires. The wires lay in the threads 
cut in these rods, and by cutting the rods with 
larger or smaller threads, the openings between 
the wires can be arranged to suit the conditions 
under which the screen is to be used. Our stan- 
dard construction allows 3; of an inch space 
between the wires, and this we find will screen 

American No. 87 Piano Wire Screen clay sufficiently fine for all general purposes, and 
at the same time give a good capacity. Threaded 
rods are also placed in the middle of the 

screen to prevent the wires from spreading apart. The screen is usually set at an angle of about 
45 degrees, and it is generally set so that the angle of the screen can be readily changed if it 
becomes desirable to do so, owing to the condition of the clay. The screen should be set so that 
the elevator delivers the clay to a spreading board at the top of the screen and not directly 
on to the wires of the screen. By using the spreading board the clay is delivered to the screen 
constantly and is evenly spread over the entire surface, so that it screens more rapidly. There 
are no cross wires in: this screen and consequently no tendency to clog, if the clay is damp. 
The American No. 87 Piano Wire Screen is 2 feet 6 inches wide by 6 feet long, and under ordi- 
nary conditions will screen sufficient clay for 3,000 to 5,000 bricks per hour. 
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Gravity Screens 


The most simple method of screening clay is by the use of the gravity screens, which may 
be made of perforated sheet steel plates or woven-wire cloth. The size of screen may be built 
to suit requirements. 


We are prepared to furnish perforated sheet steel plates or woven-wire cloth according to i 
your requirements. 
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CUP ELEVATOR 























Method of Setting American No. 87 Piano Wire Screen 
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d Conveyor Department 








American Bucket Elevator and Boot with 
Adjustable Dust-Proof Bearings 


Our elevators are specially designed for conveying ground 
clay from the dry pan to the screen in the upper part of the 
building. In the construction of our bucket elevators we use a 
belt two inches wider than the buckets. This makes it impossi- 
ble for the buckets to drag and catch on the sides and pull off 
the belt. The buckets when attached to the belt are 18 inches 
from center to center. 

In the construction of the elevator boot, which is made of 
iron and steel, we do not use a solid drum, as experience has 
shown that the clay will accumulate on the drum and have a ten- 
dency to make the belt travel to one side, causing it to rub on 
the side of the boot. We use a double-arm spider pulley in place 
of a drum. This makes it impossible for the clay to accumulate 
and interfere with the correct travel of the belt. The boot is 
fitted with adjustable take-up boxes, and these boxes are provided 

with a special stuffing box, which 
prevents the dirt or dust from work- 
ing into the bearings. This is a special 
feature and one which saves a great 
deal of trouble. 
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Style seas 
Elevator Bucket 
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American Bucket Elevator 


The elevator boot, as a general thing, is located in a pit where it is inconvenient to inspect, 
consequently it receives as little attention as it is possible to give it. With our special arrange- 
ment for supplying oil to the bearings in connection with the stuffing box, our elevator boot will 
give long and satisfactory service. 

We furnish all elevator fixtures, boot, belt, buckets, head shaft, bearings, gears, and driving 
pulley. Each elevator is carefully inspected before shipment. 


Specifications 
Construction — 


This elevator is made of selected material. The boot is made up of cast iron sides and steel 
plates. Spanner rods hold the side frames in correct position. The bearings are ample 
and enclosed. A clean-out door is provided. Adjustable take-up boxes and spider drum 
are improved features. Belting is of good quality and buckets are made of malléable 
iron. 

Shafting — 

Diameter of head shaft, 2 inches. Diameter of driving shaft, 2 inches. Diameter of foot 

shaft, 2 inches. 
Bearings — 


Length of head shaft bearings, 514 inches. Length of foot shaft bearings, 514 inches. 


Pulleys — 
Diameter of head pulley, 24 inches. Diameter of foot spider, 20 inches for small buckets, 
and for large buckets 24 inches. 
Straight Gear — 
On the straight-geared elevator the gear is 20.5 inches diameter, 3.5 inches face, 1.25 inches 
pitch. Pinion, 7.25 inches diameter. Gear ratio, 3 to 1. 
Bevel Gear — 
On the bevel-geared elevator the gear is 21.25 inches diameter, 3.5 inches face, 1.25 inches 
pitch. Pinion, 7.25 inches diameter. Gear ratio, 3 to 1. 
Driving Pulley — 


This elevator is furnished with driving pulley 24 inches diameter, 6 inches face. 


Speed — 
Speed of driving pulley, 113 R. P. M. Speed of elevator belt, 236 feet per minute. 
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Cup Spacing — 
The standard spacing of cups is 18 inches centers. 


Cups — 
Standard cups are Style A malleable iron and are furnished in the following sizes: 8 inches 
x 5 inches, 10 inches x 6 inches, 12 inches x 7 inches, 14 inches x 7 inches, 16 inches x 8 


inches, 18 inches x 8 inches. 


Dimensions for Standard Cup Elevator 


Width of head“over ‘all— Straight’ Gears 6 ft. 0 in. 
Length ‘of:-head* over all — Straight (Gear eo13 ss Se Oe ees eet ee 5 ft. 9 in. 
Width. of: head) overall: Bevel Geatiis. cs i658 Sa in see ey ee 4 ft. 3 in. 
Length of -head over-all =— Bevel Gear nos ves oan ee ea ee Ate 0sin, 
Height above: center of lead Shatt aie care ae Sa ii we ee 2-10.23" in; 
‘Width ‘of Boot over calc n ena re e i ae sa ec seat ae ae a 3 tte, 
Length. of: Boot tower all ciate oer ek ae eeu bg Sates in 
Height, ftom floor -toccenter-OliBOoti. ia tee ce oe, ee ee, Lote Oein, 
Length from center of Elevator to center of Driving Pulley — Straight Geared....... PAG ain. 


Length from center of Elevator to end of Driving Shaft on Pulley end — 
Straight: Geared 0. 02> Bibi ete es he wee ee er ee ee 


nN 
m4 





Belting Steel Housing for Elevators 
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American No. 326 Tile Elevator 


This elevator is especially designed for conveying tile, pipe and hollow ware from one floor 
to another. 


The construction of this elevator is such that if the operator on the upper floor fails to 
remove the ware it simply passes on over and comes down on the other side. The dry ware 


may be lowered from the upper floors at the same time the green ware is being elevated to the 
upper floors. 


Specifications 


Construction — The driving head is made up of two cast iron 
one-piece gear frames which support the head sprockets, gears and 
driving pulley. 


The adjustable take-up bearings which carry the sprockets at the 
lower end are made of cast iron and are of our heavy pattern. The 
chain carrying the trays is extra heavy with links of the pintle type. 


We furnish the elevator complete except the wood frame, which 
must be made to suit conditions. 


The standard length of elevator is 20 feet center. 
Shafting — All shafting is steel, 2 inches diameter. 


Bearings — All bearings are babbitted; the driving shaft and head 
shaft bearings are 4 inches long, the take-up bearings are 3 inches long. 


Trays — The trays are made of wood, with cleats at each end to 
rest on hangers. Size of trays, 16 inches wide, 24 inches long, and 
will take on 12-inch ware. The hangers are made with 24-inch drop 
spaced 48; inches apart. 


Gearing — Cast iron, 2!%-inch face, 1-inch pitch; pinion, 4% 
inches diameter; gear, 267% inches diameter. Ratio, 6 to 1. 


Chain Sprocket Wheels — Cast iron, 241% inches diameter. 


Driving Pulley — This elevator is furnished with a tight and loose 
pulley, 24 inches diameter, 41% inches face. 





Speed — Speed of driving pulley, 60 R. P. M. 


Dimensions 
Mile Over alban 2a es ae ok ae tats oe sd Se Ue sott.G: in. 
EDU a cas 1D Se SS CSS i ae aS er eGR IS Se C22 4k A a Oa 6 ft. 91% in. 
cient rome center Or eiead Shatter oe 82.8 0 hla ox PR ee oh elon 2 ft. 334 in. 
Prom center7o.. take-Up. Shalt to floor, 25 400a co iy 2 eee eae ee Sorts sh 11: 
From center of Elevator to center of Driving Pulley............................. 3 ft. % in. 
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Style “‘C”’ 
Elevator Bucket 





Waste Clay or Wet Clay Elevator 


Waste-clay elevators are, as a rule, used for elevating the 
clippings and imperfect brick from the cutter and off-bearing 
table. They are delivered to a conveyor, which conveys them to 
the pug mill. 


The illustration shows one style of the head of a_ bevel- 
geared waste-clay elevator with swivel attachment. This attach- 
ment makes it possible to stand the elevator at an angle to suit 
conditions and adjust the driving shaft so that it is level with the 
shaft it is to be driven from. This elevator is also made with 
the head pulley driven with spur gears, similar to our style ‘““B”’ 
conveyor. 


The frame consists of angles well braced and tied together, 
the side members extending above the head pulley or spider so 
that it can rest against a timber of the building. These side 
members also extend below the foot take-up pulley and are sup- 
plied with hinged foot castings to be fastened to the floor. To 
the side frames are bolted small bearings to receive the gudgeons 
of wood rollers which are placed at intervals to support the belt. 
This belt is provided with style “C” elevator buckets, which are 
designed to handle plastic clay. They are made so as to form a 
shelf at right angle with the belt, the ends being closed by the 
metal being bent and riveted to the parts, thus forming a 
triangle. 


The height of these elevators is made to suit conditions. 
Our standard waste-clay elevator is provided with 16-inch belt 
and 14-inch buckets. Our standard wet-clay elevator. is pro- 
vided with 18-inch belt and 16-inch buckets. 
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Concentrating Roll; Idler Roll; Guide Rolls Detail of Bearings 


American No. 315 Steel Frame Conveyors 


The American No. 315 Conveyors are designed for heavy service and are built with sub- 
stantial steel frames. They are equipped with concentrating rolls, which form the belt into a 
trough, preventing the clay from dropping off in transit. These conveyors are built two stand- 
ard sizes, 18-inch and 24-inch width of belt. The length can be made to suit requirements. 
These conveyors can be furnished either straight or bevel geared. 


Steel Frame — 


For lengths up to and including 150 feet, the steel frame for this conveyor is built of 4-inch 
channels, securely braced with steel lattice bars, 214 x 14 inches, and tied together by 
34-inch stretcher rods, with 1-inch pipe spacers between channels. For lengths over 
150 feet, 6-inch steel channels are used. 


Driving End — 


The bearings for the head shaft and driving shaft are bolted to the steel frame. In the case 
of the bevel-gear drive, a swivel arrangement is provided so that the conveyor can be 
set at an angle. 
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Take-Up End — 


Castings carrying steel guides for the take-up bearings are bolted to the lower end of the 
steel frame. The sliding bearings are adjusted by means of screws with hand wheels. 
_ The amount of take-up is made in proportion to the length of the conveyor. 


Gearing — 


All gears are made of a special mixture of American gear metal and are well proportioned 
for the service required. 


Concentrating Rolls — 


Concentrating rolls are spaced 4 feet apart, and consist of outside cone pulleys 12 inches 
in diameter, loose-on a 1-inch shaft, with center pulleys 6 inches in diameter set- 
screwed on the shaft. The cone pulleys are provided with a pocket filled with waste 
soaked with oil for lubrication. 


Idler Rolls — 


From the lower side of the conveyor frame are suspended idler rolls for supporting the 
returning belt. These idler rolls are 6 inches diameter set-screwed to a 1-inch shaft, 
and are spaced 10 feet from each end of conveyor and 18 feet apart. 


Guide Rolls — 
Vertical guide rolls are mounted on each side of the frame, 10 feet from each end and 30 


feet apart, to keep the belt in line. 
Bearings — 

All bearings for the driving and take-up ends are long and well babbitted with the best 
grade of metal for the purpose, and’ are ring oiling. The bearings for the concentrating 
and idler rolls are hardwood blocks soaked with oil and set in dust-proof casings, 
which form an oil reservoir. The guide rolls are provided with oil reservoirs and dust- 
tight caps. 

Driving Pulleys — 

These conveyors are equipped with Bucyrus cast iron friction-clutch driving pulleys of ample 

proportion to transmit the power required. 
Conveyor Belts — 

All conveyor belts are 6-ply red stitched canvas. These conveyors can be furnished without 

belts if required. 
Speed of Conveyor Belt — 
The standard speed for the conveyor belt is 200 feet per minute. 


Power Required — 


The power required will vary with the length and width of conveyor, the weight of the 
material and the height to which it is elevated. 
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American Concentrating Belt Conveyor — Style D 
This conveyor is designed for handling clay, sand, ore and other materials in the most 
advantageous manner. 
Capacity — 
Dependent upon speed and width of belt. 





ae 








Specifications 


Range in Sizes — 


This conveyor is manufactured in. both light and heavy patterns, dependent upon the 
length of conveyor, the width of belt to be used and the work to be accomplished. 
The range in width of belt is from 10 inches to 36 inches. The light-weight pattern is 
suitable for belt widths from 10 inches to 20 inches. The heavy-weight pattern is 
adapted for belts from 18 inches to 36 inches. 


Equipment — 


The equipment furnished with light-weight conveyors includes a suitable wooden framework, 
but in the heavy conveyors the iron work only is furnished to be installed according 
to our drawings. 


The materials shown in the accompanying illustration, referred to in the order in which 
they appear from front to back of the group, are: 


1. The two take-up boxes. 

2. The return idler pulleys, bearings and grease cups. 

3. Seven sets of troughing or concentrating rolls, with stands mounted. 

4. Three pairs of retaining rolls, showing grease cup connections and showing the 
position in which they are mounted with relation to the troughing rolls, their 
purpose being to retain the conveyor apron in its position on the carrying rolls. 
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Fixtures — 


Fixtures for both light and heavy-weight pattern conveyors include tight and loose driving 
pulleys. 

Driving shaft, with bearings and set collars. 

Spur or bevel-geared driving mechanism. 

Adjustable take-up boxes. 

Head pulley, with shaft and bearings. 

Foot pulley, with shaft and bearings. 

Concentrating rolls, spaced 4 feet apart. 

Return rolls. 

Retaining or guide rolls, spaced 8 feet apart. 

Conveyor belt of size and kind specified. 


Long Lengths — 


This type of conveyor is well adapted for making up in long lengths, and in some stone 
crushing and mining establishments they are made up to 600 or 700 feet in length. 
The entire apparatus is designed for durability and will require very little attention 
and but few repairs. ; 


Oiling System — 


Each idler pulley is supplied with a large grease cup, which holds a sufficient amount of 
lubricant for many days’ service. 


Pulley, Speed, Power and Weight — 


These conveyors we will furnish with suitable pulley, dependent upon the size and length 
of belt. The speed of pulley is governed by the capacity required and the material to 
be handled. The power required and the weight are also dependent upon the length 
of the conveyor and the amount of material being handled. Estimates for any particu- 
lar installation will be furnished upon application. 
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American Style ‘‘A’’ Steel-Frame Conveyor 


The American Style “A’’ Steel-Frame Conveyor is built in two standard sizes, 18 inches in 
width and 24 inches in width. The length of the conveyor may be made to suit requirements. 
These conveyors are built with a substantial steel frame and they are light, strong and durable. 
They are equipped with concentrating rolls which form the belt into a trough carrying the clay 
in the center of the belt and preventing the clay from dropping off at the sides of the belt 
in transit. 


Specifications 
Steel Frame — 
The steel frame for the conveyor is built of angles 3x214xl4 inches. These are securely 
braced with a lattice work of steel. 


Driving End — 

The head gearing frame is bolted to the steel frame and contains the bearings for the head 
shaft, the driving shaft and pedestal bearings for one concentrating roll. Bearings for 
the head shaft and driving shaft on the 18-inch conveyor are 31% inches long, and on 
the 24-inch conveyor 4 inches long. The head pulley on the 18-inch conveyor is 11 
inches diameter, and on: the 24-inch conveyor 16 inches diameter. Head shaft and 
driving shaft on the 18-inch conveyor are 11% inches diameter, and 2 inches diameter 
on the 24-inch conveyor. 


Gearing — 

’Gears are made of American gear metal. On the 18-inch conveyor the master gear is 1634 
inches diameter, 2 inches face and 114 inches pitch. The driving pinion is 514 inches 
diameter. On the 24-inch conveyor the master gear is 2014 inches diameter, 3 inches 
face and 1) inches pitch. The pinion is 644 inches diameter. Ratio of gearing on 
18-inch conveyor, 3.2 to 1. Ratio of gearing on 24-inch conveyor, 3 to 1. 


Gearing for Bevel-Geared Conveyor — 


When the conveyors are arranged for bevel-geared drive, the master gear on the 18-inch 
conveyor is 18 inches diameter, 3 inches face, 114 inches pitch. The pinion is 8 inches 
diameter. On the 24-inch conveyor the master gear is 2114 inches diameter, 314 inches . 
face, 114 inches pitch. The pinion is 714 inches diameter. Ratio of gearing on 18- 
inch conveyor, 214 to 1. Ratio of gearing on 24-inch conveyor, 3 to 1. 


Take-Up Pulley — 


At the lower end of the frame is bolted a take-up bearing in which is mounted the foot 
pulley or reel, constructed of cast iron spiders and steel slats. The diameter of the 
take-up pulley on the 18-inch conveyor is 11 inches; diameter of take-up pulley on the 
24-inch conveyor, 16 inches. Diameter of shaft on 18-inch conveyor, 114 inches; 
diameter of shaft on 24-inch conveyor, 2 inches. Length of take-up bearing, 31%. 
Length of take-up, 8 inches on 18-inch conveyor, and 74% inches on 24-inch conveyor. 


Concentrating Rolls — 

The concentrating rolls are spaced three feet apart. These rolls are mounted on shafts 1 
inch in diameter. The outside or cone pulleys are 10 inches diameter. These cone 
pulleys are loose on the shaft and turn with the belt. The center pulleys, which sup- 
port the center of the belt, are keyed to the shaft and are 31% inches in diameter. 
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Head Pulley of Steel-Frame Conveyor 





Adjustable Foot Pulley of Steel-Frame Conveyor Concentrating Rolls on Steel-Frame Conveyor 
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Pedestal Bearings for Concentrating Rolls — 


The pedestal bearings for the concentrating rolls are cast iron. They are made in the shape 
of the letter U. The concentrating roll shafts rest in these bearings and they are cov- 
ered with a dust-proof cast iron cap. These bearings are made for lubricating with 
grease. The dust-proof cap can’ be removed and the bearings filled with grease, which 
will run for a long period of time without being renewed. 


Idler Rollers ao 


The lower side of the conveyor frame is equipped with idler rollers, suspended in suitable 
bearings. These idler rollers are for supporting the belt on the under side of the con- 
veyor. They are spaced 20 feet apart. The idler rolls are 314 inches diameter, 
mounted on 1-inch shaft. They are supported in substantial bearings, arranged to 
be lubricated with grease. 


Driving Pulleys — 


The conveyors are fitted with plain driving pulleys, and on the 18-inch conveyor the driving 
pulley is 16 inches diameter, 4 inches face, and the speed is 100 R. P. M. When the 
conveyor is bevel geared the speed is 70 R. P. M. The driving pulley on the 24-inch 
conveyor is 24 inches diameter, 6 inches face, and the speed is 78 R. P. M. On con- 
veyors longer than 75 feet the driving pulley is 24 inches diameter, 8 inches face. 


Speed of Conveyor Belt — 


When operating at the speeds given above the 18-inch conveyor belt travels 89 feet per 
minute. The 24-inch conveyor belt travels 106 feet per minute. 


General — 


The conveyors may be furnished complete without belt if required, or may be furnished 
with either 4-ply or 6-ply belt, as may be specified. The 18-inch conveyor, when built 
more than 50 feet in length, is built on the same specifications as a 24-inch conveyor, 
using the same head gearing, driving pulley, etc. 


Dimensions Conveyor Conveyor 
18-inch 24-inch 
Height of Belt above top of Side Rail...........:................. 10 in. 13 in. 
Clearance required below top of Side Rail... 2020.2 20.6 605.2 lance. 12 in. 12 in. 
Distance from center of Conveyor to center of Driving Pulley........18 in. 24 in. 
Distance from center of Conveyor to end of Driving Shaft.......... 24 in. oan. 
Distance from center of Head Shaft to center of Driving Pulley — 

BevelatmeaLed, ar. eure Sore an a cee es ai ete baa 171% in. 20 in. 
Distance from center of Conveyor to center of Driving Shaft — 

Hevelicated en sso. A he een ei 22% in. 251% in. 
Within OVE mtcel BTAIHO ny! 4 a se dese ied Se 24 in 30 in. 
Mean OWED ahs Oigamnt Geared. oe ek ee ees $40.16 1n: 4 ft. 1 in. 
Nviden over. all Bevel: Geared: 3. 2 Se ee Pe 3. ft, 11 in, 4 ft. 5 in. 
ORG OSCE sg hk eA eet es ee as a ee BA aes a 18 in. 24 in. 
Length of Conveyor, as may be specified in order. 

Weight of Conveyor, 10 ft. long, without Belt..................... 950 Ibs. 1,085 lbs. 
Weight of each additional foot in length........................... 40 Ibs. 52 Ibs. 











The American Style ‘‘B”’ Belt Conveyor is built in two widths, 16 inches and 18 inches, and 
in various lengths up to 100 feet, inclusive. 

Side frames are made from 2x3xl4-inch angles, to which the other parts are attached. 

The head is back geared. 


Spur Geared — 


The pulley is 16x4 for lengths up to 50 feet, and runs 100 revolutions per minute. 
For lengths between 50 and 100 feet the pulley is 24x6, and should run 80 revolutions per 
minute. 


Bevel Geared — 


For lengths up to 50 feet the pulley is 16x4, and should run 70 revolutions per minute. 

For lengths between 50 and 100 feet the pulley is 24x6, and should run 80 revolutions per 
minute. 

The take-up drum is adjustable to compensate for stretch of belt and to guide the belt 
centrally. 
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Adjustable Bevel-Geared Drive for Conveyors 





Owing to the large number of conveyors we furnish, and the difficulty of our customers 
furnishing us the angle of the conveyor when installed, we have designed an adjustable bevel- 
gear attachment, which can be set at any angle to suit the condition and bring the driving shaft 
in line with the shaft it is to be driven from. 


It consists of a circular plate with elongated holes, the plate being firmly secured to the 
steel frame of the conveyor. Bolted to this circular plate is the bevel gearing frame which swiv- 
els on the head drum shaft. By this arrangement the driving pulley of the conveyor can be set 
to suit any angle at which the conveyor may be placed. 
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These crushers are designed especially for service where fine grinding of clay is desired 
or for crushing clay containing small stones. They are strong, durable machines. The rolls are 
held in a fixed position. No gears are used. Each roll is driven independently by belt and the 
rolls may be driven at the same speed or at different speeds, as may be desired, according to 
the work required. ; 

In this type of crusher the repairs are reduced to the minimum. The only parts which it is 
necessary to renew are the steel scrapers and the chilled wearing sections forming the wearing 
surface of the rolls. These repairs are easily and economically made. 

We build this type of crusher in three different sizes all on the same general design: 

No. 540 Crusher, with rolls 24 inches diameter, 48 inches long; capacity, material for 5,000 
to 7,000 bricks per hour. 

No. 539 Crusher, with rolls 24 inches diameter, 36 inches long; capacity, material for 4,000 
to 6,000 bricks per hour. 

No. 6 Crusher, with rolls 18 inches diameter, 24 inches long; capacity, material for 2,000 to 
3,000 bricks per hour. 

The capacity of these crushers is materially influenced by the speed at which the rolls 
are driven and by the nature and character of the clay. 

Each crusher is set up and thoroughly inspected. in our factory before shipment. It is a 
self-contained unit and is shipped set up ready for belts. 


Base Frame — 
The rolls and bearings, together with hopper and scrapers, are mounted on a continuous 
one-piece casting of the box type, which makes the machine self-contained, easy to 
handle and install, and always maintains the bearings in perfect alignment. 
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Rolls — 


The crusher rolls consist of a heavy cast iron body 
or hub on which are keyed sectional chilled rims. 
These rims are secured in place by heavy key bolts. 
The rims are made with hard chilled iron surfaces 
which are ground true. They comprise the wearing 
parts of the roll and are made interchangeable, thereby 
providing for the ready replacement of worn surfaces 
at low cost. The hub or body of the roll is keyed to 
the roll shaft and is finished on the ends to proper 

length to give a perfect contact against the ends of the shaft bearings, preventing end 

motion of the roll. 
One roll is mounted in fixed bearings. The other is mounted in adjustable bearings so that 
the distance between rolls may be regulated to suit requirements. 


Roll Shafts — 


The roll shafts are forged steel, turned to suitable diameter, and properly key-seated for 
the roll and driving pulley. 


Roll Shaft Bearing — 


The bases for two of the bearings are cast solid to the base frame. The other two bearings 
are adjustable, sliding in machined grooves and secured to the frame by means of two 
“T”’ head bolts passing through the upper section of the base frame. All bearings 
are well babbitted and scraped to a perfect bearing for the shaft. The caps are 
recessed at the center for oil reservoirs or grease boxes and are fitted with hinged lids. 
They are secured to the boxes by four through bolts with square heads and hex nuts. 
The bearings are of the 45-degree type, which brings the thrust of the rolls in the base 
of the bearing and insures thorough lubrication of the wearing surfaces of the bearings. 





Removable Chilled Iron Shells 


Tension Bolts — 


The four bearings are connected by heavy tension bolts passing through each pair of bear- 
ings above and below the roll shafts. By this construction the thrust of the rolls is 
received upon the tension bolts instead of upon the machine base and the relative 
position of the rolls to each other is always maintained without any danger of breakage 
of the base. 


Scrapers — 


Adjustable steel scrapers are fitted to each roll, so arranged that the face of the scraper is 
held firmly in position close to the face of the roll, effectively clearing the rolls from 
adhering clay and discharging the clay underneath the rolls. 


Hopper and Roll Guard — 


A suitable cast iron hopper is bolted to the base frame. Cover plates or roll guards are 
fitted to the inside of the hoppér ends. These guards are adjustable vertically and 
prevent any clay or stone from working past the ends of the rolls. 

Driving Pulleys — 

Each roll is fitted with a plain crown-faced driving pulley securely keyed to the roll shaft. 

Both pulleys on each crusher are the same size. 


[174] 











Speed — 


The rolls may be driven at any reasonable speed. The capacity desired and the character 
of the material to be crushed determines in a measure the speed. For ordinary con- 
ditions a speed of 300 R. P. M. is recommended. If it is desired to operate the rolls at 


different speeds, the adjustable roll may be driven at 200 R. P. M. and the fixed roll at 
400 R. P. M. 


Drawings — 


A general drawing giving outline dimensions will be furnished for installing the crusher. 


Specifications Smooth Roll Crushers 


No. 540 Crusher No. 539 Crusher No. 6 Crusher 
Rated capacity per hour Building Brick 


(834% 446 x 244) 5 oo ee eee 5,000 to 7,000 4,000 to 6,000 2,000 to 3,000 
Size of Rolls Ayn cict anes eae eS 24 in. dia. 48 in, face 24 in. dia. 36 in. face 18 in. dia. 24 in. face 
Diameter of Roll Shafts}:5:3.20 2 es) 5 ec, 53% in. 434 in. 434 in. 
Length of Bearings on Roll Shaft............. 18 in. 18 in. 14 in. 
Diameter of Tension Bolts.................... 134 in. 11% in. 
Number of Tension Bolts..................... 8 4 
Plain Driving Pulley on each Roll ............ 36 in. dia. 12 in. face 36 in. dia. 10 in. face 30 in. dia. 10 in. face 
Speed of Driving Pulleys425)5- 225. 2s 300 to 400 R. P. M. 300 to 400 R. P. M. 300 to 400 R. P. M. 
Power required 2:22:33 Gace et ee 20 to 35 H. P. 15°to- 25: HP, 10 to 20 H. P. 
Weight. oi. Sages a ee ee 14,100 Ibs. 9,515 lbs. 4,333 Ibs. 
Dimensions 
Length.of. Base, ie {75 ng Saeko eee 6 ft. 5 ft. 7 in 4 ft. 5 in. 
Width-of Bases. Gis gee ee 6 ft. 6 in. S: ft25 ano 4 ft. 5 in. 
Width over-all. 2.230 O37) oe et 10 ft. 9 in. 9 ft. 4 in 7 ft. 4 in 
Distance center of Roll to center of Pulley... .. 4 ft. 4 in 3 ft. 8 in 3 ft. 3 in 
Height of Machine above Shipping Sills........ 3 ft. 2 in 3 ft 2 ft. 2 in 
Height from bottom of Base tocenter of Roll Shaft. 1 ft. 514 in. 12% in 1114 in 
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American No. 772, 18x24-In. Smooth-Roll Crusher 


This crusher is a geared ma- 
chine, designed for use where a 
single-belt drive is desired. It is 
fitted with a pair of twin gears. 
It is a strong, durable crusher, 
designed especially for service 
where fine grinding of clays is 
desired or for crushing the clays 
which contain shale flakes or 
small stones. It is often in- 
stalled as a finishing machine, fol- 
lowing a corrugated stone sepa- 
rating crusher or a disintegrator, 
in preparing plastic clays for 
thin shell hollow-ware where 
lumps or stones would obstruct 
the flow of clay to the die. 
Rated Capacity Per Hour — Material for 2,000 to 3,000 bricks. 

The capacity is materially influenced by the speed at which the rolls are driven and by the 


character of the clay. Specifications 


The crusher is self-contained, with frame, bearings and shafts proportioned for heavy duty. 
The bearings are accessible and the oil reservoirs ample to insure smooth running. One roll is 
stationary, the bases of the bearings being made as a part of the main frame. The other roll is 
adjustable, making it possible to set the rolls as close together as may be required to secure the 
desired results. The bearings of the movable roll are arranged to slide in the frame and are 
cushioned with double coil springs. 

Rolls — The rolls are made with sectional chilled iron wearing rims, which are easily removed 
when worn. This provides an inexpensive way of keeping them in good working condition. 
These sectional rims are surfaced in automatic grinders so they will run true and be effective as 
fine grinders. 

Drive — The rolls are driven by means of a friction-clutch driving pulley and a pair of twin 
gears, which make the rolls operate at the same speed. . 

Pulley—Size of friction-clutch driving pulley, 42 inches diameter, 12 inches face, 43 inches bore. 

Speed — 300 to 400 R. P. M. 

Power — Power required to operate this crusher will vary from 10 to 20 H. P., according to the 
capacity and speed of rolls. 





Weight — 4,589 pounds. Dimensions 
Mame Osos: os ae ea ee wa as ee bei Piey nee are SORE 18 in. 
Peat aN caesar eh eae ences toes on Melon dey CG ee CB kee eats ye gm Se 24 in. 
LURES Us To, SA Raat Se Can i ea ear ae ee Re CRN Ate tines 5 ft. 3 -in. 
epee s ic ts ever alia Sta hea ri ei NS eee ee Ma Se 7 ft. 4 in. 
LEAs ana n, piston Lopatigie 8 iy shupeOuh ees ee earls GAA nda orcas Began Neer Ur a 8 iN ate eal eee ea 5 ft. 4 in. 
PGi it ifoms “HO LtO Oi oae ou ate creck ae Oia a Gee Set yw ee Ga sk sae v vale ss 31 in. 
Distance 429m center of smolls’to-center of Pulleys: 23 eens eee ek. 36 in. 
Pvisranine peumeencemters OL Oils. 25 2c etna sh ne or ated ike Pe Ee. es claw bee we 4 ft. 
Metiaie en me SORTS Fee at a kh oe a setae Mesa ie A Ey WEEN gab oo Pic fa ves 45¢ in. 
Dengin oar i emmment C CariNngs © 20.51 cS een ey oe ele Pe oN Seve be a ew es 14 in 











This crusher is designed for use where clay contains stone or lumps, it being especially 
adapted for work of this nature. 


Rated Capacity Per Hour — 
4,000 to 8,000 brick. 


General — Specifications 


This crusher is heavy, and embodies the advantages of both corrugated and conical rolls. 
The rolls are thoroughly chilled, and are provided with removable outer shells, so that 
each roll can be made as good as new by simply replacing the outer shells. The rolls 
are provided with scrapers to keep them free from accumulations of clay. The crusher 
is single geared and has no feeder. 

Pulley — 

This crusher is provided with 32 x 10-inch American friction-clutch pulley. 
Speed — 

Speed of pulley, 150 R. P. M. 


Power — 

Power required, 25 to 40 H. P. 
Weight — 

7,050 lbs. 

Dimensions 

Floor space. «isy tia Be ves eee Gee er ee 6 ft.x8 ft. 8 in 
Height from: bottoms of Sillb fc 3 ft. 6% in 
Height to center of Riley Oblates oe het Ss Sa Bee ee os 1534 in 
Distance. from out to Gut DBM is cnc 4 ft. 2 in 
Distance from center line of Rolls to center line OF Bearing 3216s gee ft. 6 in. 
Distance from center line of Rolls to center Tine: of Pulley oo Gs oe ee Suit UEcin. 
Length of Rolls. (00) haute sete ea pee ne ee 27 in. 
Diameter of Rolls at ABE RNG ah S ss ais ent ep ye Eee eo 24 in. 
Diameter of Rolls*at qui) snd S06 epcerace fos 18 in. 



































American Standard Disintegrators 


These machines are designed for handling either dry or damp clay, thoroughly reducing it 
and putting it into condition for tempering in the pug mill. The machine may be located 
directly over the pug mill or set to one side in such a way as to deliver the clay on to a con- 
veyor which carries it to the pug mill. When the raw material is brought into the building in 
clay cars it is generally more convenient to locate the disintegrator above the pug mill and avoid 
the use of the conveyor. 





The large feed roll has a slow motion, but the small disintegrating roll, which is provided 
with steel cutting bars, is driven at a high rate of speed. This combination has the desired 
effect of removing successive portions of the clay, and at the same time breaking it up and 
destroying its original grain or fiber. In construction these machines are neat, compact, and 
self-contained, with heavy base containing the shaft bearings, which are long and conveniently 


arranged for oiling. 


The shafting is heavy and extends outward to receive the driving pulleys, each roll being 
driven by an independent pulley and given an independent, positive motion. The feed roll is 
chilled and balanced. It runs at slow speed, its function being chiefly to assist in feeding the 
clay through and to gauge the fineness of the disintegrated material. The distance between the 
two rolls can be regulated by adjustable bearings on the feed roll. The disintegrating roll is 
provided with a number of projecting steel cutting bars. These parts of the roll can be easily 
and cheaply replaced when worn. 
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These disintegrators are built in three sizes, 14-inch, 18-inch and 24-inch. Each machine is 


set up and thoroughly inspected in our factory before shipment. It is a self-contained unit and 
is shipped set up ready for belts. 








Manufacturing Disintegrators in the Plant of The American Clay Machinery Company 


Specifications Standard Disintegrators 


14-in. Disintegrator 18-in. Disintegrator 24-in. Disintegrator 


Rated capacity Brick per hour its ee ee 1,500 to 2,000 2,500 to 4,000 4,000 to 6,000 
Size of. Feed Rollioc 30 ee ae eae 24 in. dia. 14 in. face 28 in. dia. 18 in. face 30 in. dia. 24 in. face 
Size of Disintegrating Roll.................... 12.in. dia. 14 in. face 14 in. dia. 18 in. face 18 in. dia. 24 in. face 
Diameter of Roll Shafts::.......55,202..0.0 =: 2% in. 33% in. 436 in. 
Length of ‘Bearings;<:2 221s ieee ese JO 12 in. 14 in. 
Size of Fly-Wheel. 20.09. 5 Hee ee None None 36 in. dia. 5 in. face 
Number of Steel Cutting Bars on Disintegrating 

Roll. e205 1 cake eet 6 6 8 
Size of Steel Cutting Bars.................... 4%x1x 14 in. 4%x1x 18 in. 34x 1x 24 in. 
Size of Driving Pulley on Feed Roll........... 30 in. dia. 4 in. face 36 in. dia. 6 in. face 40 in. dia. 8 in. face 
Speed of Pulley on Feed Roll................. 30 to 50 R. P. M. 30 to 50 R. P. M. 30 to 50 R. P. M. 
Size of Pulley on Disintegrating Roll.......... 16 in. dia. 8 in. face 18 in. dia. 10 in. face 20 in. dia. 12 in. face 
Speed of Pulley on Disintegrating Roll......... 400 to 600 R. P. M. 400 to 600 R. Ps M. 400 to 600 R. P. M. 
Power required (1 27 )32 hese eee ee eee 8 to 10 H- Py 12 to 15 H. P. 20 to 25 H. P. 
Weight: / 022). 0 aec2 eee ema ere ee 2,035 pounds 3,200 pounds 6,150 pounds 

Dimensions 

Length of Base i5i20 Stn aa wee ae ee 4 ft. 4 in. 5 ft. 5 ft. 6 in. 
Width: of ‘Base ooo). a le eae 2 ft. 11 in! 3 ft. 9 in. 4 ft. 2 in. 
Width: overall... 2, 5.0 ee eta  eaenteng 5 ft. 4 in. 6 ft. 8 in. 8 ft. 6 in 
Height of Machine above Shipping Sills........ 2 ft. 1 in. 2 ft. 6 in. 2 ft. 8% in 
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American Combined Disintegrator and Crusher 


These machines are designed for grinding clays containing small stones. Such clays require 
more than the ordinary amount of preparation, and the combined machine embodies the advan- 
tages of both disintegrator and crusher. 

We build this combination machine in three different sizes, all on the same general design: 


14-inch disintegrator combined with a smooth roll crusher, having rolls 18 inches diameter, 
24 inches long. 


¥ CO 
AMERICAN CLAY WORKING MACHINE 
rRUS OHIO 
BUCY RU Sess 





Capacity, material for 1,500 to 2,000 bricks per hour. 

18-inch disintegrator combined with a smooth roll crusher having rolls 18 inches diameter, 
24 inches long. 

Capacity, material for 2,500 to 4,000 bricks per hour. 


24-inch disintegrator combined with a smooth roll crusher having rolls 24 inches diameter, 
36 inches long. 


Capacity, material for 4,000 to 6,000 bricks per hour. 

The capacity of these machines will vary according to speed of machine and nature and 
character of the clay. In each case the upper part of the machine is a standard disintegrator 
and the lower part is a standard smooth roll crusher. The crusher is mounted on a heavy cast 
iron base of the box type and the combination of disintegrator and crusher is made by means of 
cast iron columns and tie-rods. This insures perfect rigidity and alignment of all parts. 
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Each roll is equipped with a plain crown-face 
independently. _Each machine is set up and thor 
ment. It is a self-contained unit, and is shipped set 
A general drawing giving outline dimensions will 





d driving pulley and arranged to be driven 
ghly inspected in our factory before ship- 
up ready for belts. 

be furnished for installing the machine. 


Specifications Combined Disintegrator and Crusher 


Size of Steel Cutting: Barsies 2s tee 
Size_of Crusher Rolls; aeons hoe ee 


Size of Driving Pulley on Disintegrating Roll. : 
Speed of Driving Pulley on Disintegrating Roll 
Size of Driving Pulleys on Crusher Rolls....... 
Speed of Pulleys on Crusher Rolls............. 
Power required. 3,0. ea 
Weight. osc. Soke ee ees 


Length of Basen (i sigha a enees eee 
Width of Bases, inshore eee aes 


14-in. Combined 
Disintegrator and 


18-in. Combined 
Disintegrator and 


1,500 to 2,000 
24 in. dia. 14 in. face 
12 in. dia. 14 in. face 


2,500 to 4,000 
28 in. dia. 18°in. face 
14 in. dia. 18 in. face 


6 
4gx1x 18 in. 
18 in. dia. 24 in. face 


6 
4%x1x 14 in. 
18 in. dia. 24 in. face 


36 in. dia. 6 in. face 


30 to 50 R. P. M. 

18 in. dia. 10 in. face 

400 to 600 R. P. M. 

30 in. dia. 10 in. face 
M 


20 to 25H. P. 


30 in. dia. 4 in. face 

30 to 50 R. P. M. 

16-in. dia. 8 in. face 

400 to 600 R. P.M. 

30 in. dia. 10 in. face 
M 


15 to 20 H. P. 


Dimensions 


24-in. Combined 
Disintegrator and 
Crusher 

4,000 to 6,000 

30 in. dia. 24 in. face 
18 in. dia..24 in. face 
43¢ in. 

14 in. 

36 in. dia. 5 in. face 


8 

34x 1x 24 in. 

24 in. dia. 36 in. face 
434 in. 

18 in. 


40 in. dia. 8 in. face 


30 to 50 R. P. M. 

20 in. dia. 12 in. face 
400 to 600 R. P. M. 
36 in. dia. 10 in. face 
400 R. P. M. 

25 to 35 H. P. 
12,000 pounds 











This crusher is designed for the crushing and preparing of plastic clays for large capacity 
yards, and will be found a very efficient machine for this purpose. It has been used by some of 
the largest manufacturers of hollow ware where plastic clays only are available. It embodies 
all the advantages of disintegrators and differential motion smooth roll crushers. 


Rated Capacity Per Hour — 
Material for 4,000 to 6,000 brick. 


Specifications 
Rolls — 


There are two upper and two lower rolls; the upper rolls are 17 inches diameter, 36 inches 
long, and the lower rolls are 24 inches diameter, 36 inches long. The upper pair con- 
sists of one chilled sectional smooth roll, serving as a feeding roll and working in con- 
nection with a sectional disintegrating roll. The lower pair are both smooth rolls and 
are much larger in diameter than the upper ones, so that even when set close together 
they will take the clay through as fast as the upper rolls supply it. 
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Disintegrating Roll — 
The disintegrating roll in the upper pair is made in three sections, which are keyed to the 
shaft, each section being 17 inches diameter, 12 inches face. There are six 34-inch by ° 
114-inch by 36-inch steel cutter bars inserted at equal distances in the face of this 
disintegrating roll and secured in place by “T”’ head bolts. The design is such as to 
admit of quick replacement when worn. The upper smooth roll is 17 inches diameter, 

36 inches long, made of three sections with chilled surfaces and keyed to the shaft. 


- Lower Rolls — 
The 24-inch by 36-inch lower rolls are made up of a heavy hub casting, accurately machined 


and keyed to the shaft. On this hub are mounted chilled sectional rims, which may be 
replaced at small expense when worn. In the standard construction, these rolls are 
driven at the same speed, but when the crusher is made to order, they can be arranged 


for different speeds, if so desired. 
Lubrication — 

All bearings are provided with suitable and convenient ‘oiling facilities. The adjustable 
roll bearings are fitted with grease cups. 

Driving Pulleys— . 

The machine is equipped with a friction-clutch pulley, 42 inches diameter, 12 inches face, 
for the main drive, and with a 24-inch diameter, 10-inch crown face tight pulley for the 
disintegrating roll. 

Speeds — 

The speed of the 42-inch x 12-inch main driving pulley is 150 R. P. M.: the speed of the dis- 
integrating roll pulley from 400 to 600 R. P. M., according to the capacity desired and 
the character of the clay. 

Power — 

The power required to operate this machine is from 20 to 30 H. P., depending upon the 
capacity desired and the character of the material used. 

Weight — 
14,500 pounds. 


Dimensions 
Height over al io) oy.io i apos etree oe ck a ES oa 6 ft. O in. 
Width. over all. (oe ey eee ge ee 9 ft. 6 in: 
Length vee’ gb oer oe eS ee 7 ft. 0 in 
Distance from center of Pulley Shaft to top of Machine....................... 1 ft. 714 in. 
Size of Silly, sieve tg en oe 6 in.x6 in. x7 ft. 
Distance fronr center tocenter of SUN oa fo cred ces Bee 4 ft. % in 
Distance from center line of Machine to center line of Driving Pulley 4 ft. 1 in 
Length of Pulley Shaft SCORN Se le ee giant ee tt kg Mae 0 ft. 10 in 
Length of upper Roll Shaft cogiandlag ig EEE es TRE RN Ae em aN Eft0ein: 
Length of lower Roll Shaft vcageh oy “oh MeN Oa RAET Oe UO a as Tat DS 1 ft2°0 in: 
Diameter. of Pulley SOG s 6a ig a 0 ft. 33 in. 
Diameter of-uppet RO BRM te ee 0 ft. 314 in. 
Diameter of lower Roll Shafts.....: erie ging aia eas ee Lo Gah ne one Peas 0 ft. 47% in. 
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American No. 16 Reduction Mill 


The No. 16 Reduction Mill is used for grinding and mixing dry clay and broken brick 
or calcined clay for fire mortar at the same operation. It is also used for pulverizing dry 
plastic clay. 


The mill is well designed with a substantial cast base, to which is bolted the shell with 
a large hopper, to facilitate feeding. The material to be ground is thrown into this hopper, 
around which are a number of hard iron rings with saw-tooth edges. The rapid movement 
of the perforated bottom plate is communicated to the material and it is powerfully agitated. 
The material is ground by the movement of the mass among its own particles and against 
the saw-tooth edges of the rings. The movement reduces the mass rapidly to dust and it is 
thrown out by centrifugal force between the rings and through the perforations in the bottom 
plate. This ground material is conveyed to any desired point. A steel step supports the 
perforated plate which revolves at the bottom of the shell. 


The material is not confined between plates, to cause undue strain and breakage, and 
the mill cannot be injured by running backward, as it is made to run in either direction. 
The mill is supplied with a pulley 11 inches in diameter and 8 inches face. Speed, 600 revo- 
lutions per minute. Floor space, 2 feet 6 inches by 3 feet. Power required, 8 horse. Weight, 
900 pounds. 
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American No. 325 Winding Drum 


The machine is designed for heavy service. It is self-contained, being mounted on a heavy 
frame, constructed with 12-inch steel “I” beams, and is equipped with ring oiling bearings. 
Hoisting capacity on a 10 per cent grade, 
38,400 pounds; on a 20 per cent grade, 20,800 
pounds, and on a 30 per cent grade, 14,800 
pounds, 

Weight, 8,120 pounds. 





Specifications 
Diameter of Drunt., sities oe Ge hee ae 2 ft. 0 in 
pongth of Drums... eae oe 2-4) Sein: 
pismeter of Druin! Shake eee ge 0 ft. 41% in 
Diameter of Drivin pate lS tet es el) in oo ee 0 ft. 4 in 
Length of Ring tlie Beaune arcs ars a 1 ft. 0 in 
pismeter: of Muster Gest eh ng) eo a 4 ft. 314 in 
piameter.of Diivil PMR: eo Ok hare 0 ft. 9 in 
pace Of Gear iss: 1 Mee 0 ft. 8 in 
pitch of Geom 2. etree eee ee O ft. 134 in 
Ratio Off Geert ica ee er ee 5144 to 1 
Capacity of Drum, Seti on mote ee ee ee 3,500 ft 
ppeed of Cable pe silaiie hicre ee ee 25020: 
Driving Pulley. 5. teu Se hai ge oc 40 in.x10 in 
Speed of Driving PUMPS aoe oo tse ae Se ae oe £75 oR ARM 
BOWE on eek ea AME Re as ee ee repo 9 Bel a 








EDC OV ela Near ess ee a nel aie rn eee ene ReGen pI resent 8 7 ft. 0 in. 
WWVICER OVER Alec fie care Va. Aas | oom ae cope egee marine iC i em Nm ce Bie 10 ft. 0 in. 
BIOs Ovelcale gers oe ria hn rue aa ceaane naan eae te eo ae roth. 0" iin, 
Teeent trom fiver to center of Driving Shalt. .00 0). 7S oe 2° €t--0-in, 
Heignt irom door to center of Drm Shatt9.)),0 i oe pe Oe 2 ft. 4 in. 
Distance from center of Drum to center of Driving Pulley........................ 4 ft. 8% in. 
Distance from center of Drum to end of Driving Shaft........................... 5 ft. 8 in. 


American No. 242 and No. 245 Winding Drums 





These machines are used to draw cars loaded with clay from the clay pit into the building. 


They are self-contained machines, being mounted on a substantial cast iron base. 
equipped with oil reservoir bearings, which insure proper lubrication. 


They are 


The drum runs loose on the shaft, and by means of a lever and screw is forced against the 


cone wood friction, which is securely bolted to the large spur gear. 
provided to operate the friction-band brakes. 
Each machine is built complete, and thoroughly inspected before shipment. 


Specifications 

No. 242 
Hoisting: capacity on:10 per ‘cent: grade... oe 18,000 lbs 
Hoisting capacity on 20 per cent grade................0 000 cece een 10,000 Ibs 
Hoisting. capacity on 30: per cent grade.... <2. .02s. 20. te 7,400 Ibs. 
PRAM et Om Ok ORME ae he ois eg bee eae ye ee ee one Be ae ae 12 in. 
MeeMt Ole ier ye is a) See ee ree Lyne ey ae 23 in 
Pei On PAN Ges eke ce Rot oye ne wag ea 5 in: 
Peoaeter Ob Morne ohattic 2c haat: oo ee a 3 in. 
Peamicrer ior Woriving. Shalt. 27 a he ce eee 2% in 
Penpen Gl earings: 2 Woke oe ey eis i ae a ees 8 in. 
Peametersor i Viaster Gear ain) oo Se ee 303% in. 
Praeeiee OY ON si Sc en eh eo SR a se eR he a 654 in. 


An independent lever is 
They are strong, simple and durable machines. 


No. 245 
22,000 lbs. 
12,000 lbs. 
8,200 lbs. 
24 in. 

29 in. 
5 in. 
3% in. 
234 in. 
9 in. 
4034 in. 
634 in. 
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Capacity of Drum, 5%-inch Cable 
Average Cable Speed per minute 


Driving. Polley: ogo choo as eee ee ee 24in.x6in. 24in.x8in. 
Speed of. Driving: Pitbey ih 72), ec anc es es 150 R. P. M. 150 R. P. M. 
Powe. o5.- 63's AEs Ga Serie ie oes Pe ae ee ee ee (NOES & (td fe 15 se; 
Weight 0. cao Gree rata eee Set a are ce eee cane = 2,400 Ibs. 4,230 lbs. 
Dimensions 

Length over allo.) 303 (hee eee ae ee ee cena 4 ft. 4 in 6:4, 70 ain: 
Width over ‘all. 05255752 So ees a ea cece 6 ft. 7 in ACC am 
Height over.alliy 2 oe tke Beers eee ee 4 ft. 6 in 4 ft. 6 in. 
Height from floor to center of Driving Shaft and Drum Shaft...... Pett esi 2-tte 00 in. 
Distance from center of Drum to center of Driving Pulley.........3 ft. 3 in 3. ft. 10° im, 
Distance from center of Drum to end of Drivinis Shafts. 0 523 4t; 8 in 4 ft. 3 in. 





American No. 243 and No. 246 Miter-Geared Winding Drums 


These machines are built with a miter-gear drive, to secure a right angle drive when 
required to accommodate their installation and meet conditions existing in the brick plant. 
No. 243 Drum corresponds in size and specifications with No. 242 Drum, and No. 246 Drum corre- 
sponds with No. 245. Miter gears are 114-inch pitch, 3% inches face, and 12 inches diameter. 

Weight No. 243 Drum, 2,640 Ibs. 

Weight No. 246 Drum, 4,630 Ibs. 


Dimensions * No. 243 No. 246 
Length ovet’ alli viii ae? fects aie camer et See Nea eas 5 ft. 4-in 6 ft. 6 in. 
Height over gis 5 (ase eee eae ert ener a ee 4 ft. 6 in 4 ft. 6 in. 
Width over allio ect coco st ea re On ee Sear Pita San 8 ft. 6 in. 
Height from floor to center of Driving Shaft and Drum Shaft........_. 1 tt.ets 2 ft. 0 in. 
Distance from center of Drum Shaft to center of Driving Pulley....... 2 ft. 24% in. 3 ft. 1 in. 
i 6 in. 
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American No. 1 Friction Winding Drum 


This machine is self-contained, being mounted on a heavy cast iron base. The drum shaft 
is provided with a large friction wheel and the driving shaft is provided with a paper friction 
pulley. 

The shifting lever is placed on the end of the drum shaft, on the side next to the friction 
wheel. The bearing on this side of the frame is made with an eccentric in the box, so that a 





slight movement of the lever will move the drum shaft, bringing the large friction wheel in 
contact with the paper friction pulley. On the opposite side of the large friction wheel is the 
brake shoe, against which the wheel is forced when it is necessary to use the brake. The drum 
is so arranged that the shifting lever can be operated, if necessary, from a distance. It is, 
therefore, not absolutely necessary for the operator to be stationed at the winding drum if it is 
more desirable to have him stationed at some distant point. 

The construction of the machine throughout is strictly first class. Each and every machine 
is erected complete and carefully inspected in our factory before shipment. 

The No. 1 Winding Drum is also built to drive with miter gears when required. 

Hoisting capacity, on a 10 per cent grade, 12,000 pounds; on a 20 per cent grade, 6,400 
pounds; and on a 30 per cent grade, 4,500 pounds. 


Specifications 
Dic Meretn i ENING. es a od a urea ta Toe eee eT ca een Mae yee eT 12 in 
PCH Ce EEN Tle cert het ec meses 4 oe eat, Gh pote Co a EO a gi ek, 17 in 
IU ESUts toy tee ayiry Bl abere lol oct qsciesten tes ie bees ok iti oes Ibi ame een mer Pans ne cre aucanye Oe i are rr 2% in 
oMelec Ou mrMin gaia begs s Uo ee cr he eel eee ga a es te 2 in 
dene iso Beamnpe On Orin’ Shatt-:. fo. 2. bai satan s oo ie eR Se 4 in 
beneincte bedaahes One iriing: onalt...o8) nt set ces ee ee he ee, 4 in. 
Be inetetie Ol Hic Ona wy eGbac reac pte oy eee elon De un ee pee 40 in. 
ACE rOle TntiGhe Vinee lee an ety et Pe Senki te teen eR enter eh ep oe | 7% in. 
Br aMuLer Gr Manche RiGHOR PINE Y* 6. cons ehh ce gee anes Pe ey ee 8 in. 
PoMOnOt Hienan wVRCCISi worn <4. 5 Sues leans Sale eres ey eat ee, ea owe 
eapacity ole rum. es-men Gabler: seein ki ites ey ee Se a bbs 675 ft 
miveree-Capleoperd per minute: 64s Ge hen ees Hee ee Eb ks Ob woh 125 ft 

















Driving Pulley <1, si Wenner gested A Pal cen elie 24 in. x 6 in. 


Speed of Driving Pulley oe. aise cia ee ee ur ee 150° Re PM: 
aR ee RO ee Sen bi 2k 
Weight. oo 1 os Sods een act Oats lrg ad amen a 1,435 Ibs 
Dimensions 
Length over. all: Sich Gees tere te 6 ft. 0 in. 
Width over: all. iste aie ee ee 4 ft. 4 in. 
Height over all......... Treinen my ee ng er eg es 4 ft. 5 in. 
Height from floor to center of Dring, Slate ise ice ee ae 2-ft. 0 in, 
Height from floor to center of Drum Sag Heme 2 se Os ae aa 27 tte; Qin: 
Distance from center of Drum to center of Dini Pulte se re os 1 ft. 101% in. 
Distance from center of Drum to end ot Drivene Shae ee RiAlts-2 an: 





Miter gears, 114-inch pitch, 314 inches face, 114% inches diameter, 
Weight, 1,692 pounds. 


Dimensions 
ee eee all ee 6 ft. 6 
Mibwitddern 8 RR ok Sit: 2 
Faint over all 6 4 ft. 5 
Height from floor to center of PE lh i ee ee 2 {te 0) 
Height from floor to Cents 0) DN SHO a cP 2 hEsaO 
Distance from center of Drum Shaft to center of Deriving Pulley oo See 2 ft. 8 
Distance from center of Drum Shaft to end of Drivog Shalt ois. tr 3 ft./.0 
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This machine is designed for motor drive and arranged to have the motor direct connected, 
using a cut steel gear and pinion to connect motor to driving shaft. Motor is mounted on the 
heavy cast iron base, which forms a part of the machine. Motor is not furnished with the 
winding drum. Any standard make of motor can be used. It must be a 40 H. P. reversible 
type motor, operating at not more than 600 R. P. M. 

Hoisting capacity on a 10 per cent grade, 38,400 pounds; on a 20 per cent grade, 20,800 
pounds, and on a 30 per cent grade, 14,800 pounds. 

Weight, without motor, 5,520 pounds. 


Specifications 
Diameter of Drum...... Pepys ne eet sR ee SE Oe ag Wee ed 2%it; 0 in. 
[OES eosicl 8 aia wae) cs he eR peers a oe Oa ieee GLEAN Olea ace ere er ee 2ft:5-1n 
late tet: pion On aLt ee hon iain eR ete een aura nese OMI Oa 0 ft. 3% in. 
i Namerervdl Orivinee sua he i te pc pe ue aa ear nS Moret 0 ft. 234 in. 
Penrtneol Wine enmioe Bearings... 0 6 OuE ie ENO eee ee ee Se hk 0 ft. 9 in. 
Be areteh Ors Vinisrar: Great) a fe ie ee a nem es ee oe ae 3 ft. 434 in. 
PAIR GL er Ore Oo TiVIne MP AION. ee eae Se tae ere a gene Lorre a et 0 ft. 634 in 
SR rey cae hn oS. a Pn ROL gue eae, Lite ewan a ik O ft. 53 in 
Veet SCL TES CS) gs Spe tS at eee RTE oe Ce RRS a 0 ft. 134 in 
EE NN ry ee ere cis ey pies ear ae Ee me) oe Sy si. 6 to 1 
GapactiyOnmorim, erncn Gables 6) jcc gee onan as oie hee ae Sh NT to 3,500 ft 
pe Oe eee DOP? HUMIC sor, Se hp I Se 295. it 
POU AE SPP OR sc ti ee) a eR RS Ee 200 R. P. M 
ROM eT deie nce oat er pain Una tos Peet touts He pum ae ee Ce pee iNyE Sacgee CRON 40 H. P. 


Using 600 R. P. M. motor, the cut steel gear on driving shaft will be 3 inches pitch, 24% 
inches face, 27 inches diameter; the cut steel or rawhide pinion on the motor will be 9 inches 
diameter. 


Dimensions 
HOE OVEN Allene coda k. ae Ue Regine ont eater Oe neg wae SC fshte.0ins 
NIUE COMET AL ron eee iets a eae en ane Veg ees CAC ee gs. 6 ft. 0 in. 
Height over all 
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Standard American Clay Cars 


We build a complete line of standard Clay Cars 
which. are substantially designed and built of excellent 
material. These cars are of the side dumping and 
bottom dumping variety and include both steel and 
wood construction. We feel that in submitting this 
line of cars to the Clay Trade we have anticipated 
every requirement with a car that will exactly meet 
the needs and built for the service required. 


The track gauge specified is in accordance with 
the accompanying diagram. 


Gauge of Track 
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American Steel Side-Dump Clay Cars 





These cars are constructed of steel and iron. They are strong and substantial. Built in 
several sizes, ranging in capacity from 1 to 21% cubic yards. 


Specifications 
Frame — 


The body of the car is made of steel plates, reinforced with heavy angles. The frame is 
made of flat steel bars, securely riveted at corners and thoroughly braced. 


Dumping Device — 


When loaded, the car is held in an upright position by a lock bar, which is hinged to the 
rocker track. This bar is held to the top of the rocker by a removable pin. By pull- 
ing the pin the lock bar can be swung back from the rocker track, allowing the car to 
be dumped. Strong chains are provided to prevent the car rocking too far when 
being dumped. 


Bearings — : 
The bearings are babbitted with a superior grade of metal for the service required. 


Wheels — 
The heavy chilled wheels are bored true, and are pressed on to the axle. 
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Axles — 
The axles are made of cold rolled steel, turned true in the bearings. 
Brakes — 


Cars Nos. 74, 68, 70 and 81 are not equipped with Brakes. 


Cars Nos. 73, 67, 69 and 80 are equipped with a substantial Foot Brake operating on 
two wheels. 


Couplers — 


A coupling device is supplied at each end of the car, the bolts passing through the angle 
braces, so that the strain of pulling the load is not applied to the end piece alone. 


Dimensions 

Car Number............ 74 68 70 81 73 67 69 80 
Capacity, cu, ydes.27, to 1 1% 2 21% 1 14% 2 2% 
Length...) Sons sak eee 6’ 4” OR 10 8028 105 0. 869 8’ 8” 1000") 148" 
Width: 2.25. 33 ee ae AP LOC Ae 5! 4" Seay AE AQ Sait Sa Ss ae 
Height 27h See ee fies 4’ 4” 4’ 4” 4’.4" 310" 4’ 4" 4’ 4" Arar 
Wheel. Bases. 22.283 So 3g” 4’ 0” 4’ 0” 4’ 6” 3°00 4’ 0” AOE ae gt 
Diameter Axle..........., 2" ze os 244" 2 hes vad 214” 
Diameter of Chilled Wheels 14” 14” 14” 16” 14” 14” 14” 16” 
Gauge of Track........... 30” 36” 36” 36” 30” 36” 36” 30° 
Frame Flat Bars.......... .6x3 g” 6x34” 6x” 6x34"" 6x34" 6x34” 6x14” 6x3;"" 
Thickness of Hopper Plate.. 3 is is yy a % as Yy 
Weight ..i0s oe 1,500 1,700 2,495 2,855 1,600 1,983 D1Od? i FI50 
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These cars are designed for heavy work, such as they would be subjected to in receiving 
shale direct from large capacity steam shovels. The frame is made of 8-inch steel ‘‘I’’ beams, 
well riveted and braced. The body frame is made of ;%-inch steel plate, reinforced, and 
2-inch x 2-inch x 44-inch angles. 


Dimensions 

Car No. 171 Car No. 200 
CAnAOiy pCUbie: Vater y ic. er GS Se iene wi Se Ab ee 1% 2 
ibengtnover alls without> Brake.0) 0. Sic UE Ere eee Toate Orin. ca SY AM be 
Henetreoversalt, “witht Drake! se oi eg Oe ek ee 8 ft. 10 in. 9 ft. 11 in. 
WiGti hoa ure reaming eka Wir Bye Ne AACS Tees o£, 55° im ott. 75. in. 
IASI a: ee ER Da pitas at nN ge RC aan eae POS SR ye Seat ar 4 ft. 8 in. 4 ft. 8 in. 
Wiheeh Basen sn c5 Crate yareee ns sy por Nie eee Ae Se es 4 ft. 0 in 4 ft. 0 in. 
PDIATRELEE DEOARIE seis po enhanc ck aa Nes Lee teas 0 ft. 2% in 0 ft. 214 in. 
Diameter or; Chilled: Wheels: 2055002 ass oan Vie he ee ee £fe= 2 in. 1 ft. 2..inn. 
MEAGK (SGU UE rte Patines eu Soa a Ue tien kee Mn eu a Sit. O5in, Sufts 0. in: 
WeIGhta without Drake 2, hs ee on ee i Cs Sy eee a 1,993 lbs. 2,110 Ibs. 
MC MT sta er nk cet ek rete bt Me ete gine ele tues Rea 2,156 lbs. 2,325 lbs. 
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These cars are substantially constructed of steel and iron, and are especially designed for 
use in connection with a steam shovel. They are built to withstand the shock of steam shovel 


loading and the stress of handling in a train. 


Frame and Body — 


The frame is 8-inch steel “1” beams, securely riveted and braced. The body is made of 14- 


inch steel plates, reinforced by 24x 2144x \-inch angles. 


Bearings — 


The bearings are made according to Master Car Builders’ specifications, and are furnished 


with brasses and have reservoirs for oiled waste underneath the axles. 
are covered with suitable hinged caps for the exclusion of dirt. 
are well braced, to withstand the shocks of coupling. Suitable 


vided. The journals are provided with springs for taking 


Dimensions 


Capacity, cubic yards 
Length over all 
Width 


Diameter Chilled Wheels: (75s er as Ne : 


Gauge of Track 
Weight 


No. 197 Car is equipped with a substantial Brake. 
No. 212 Car is not equipped with Brake. 
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The bearings 
The pedestal bearings 
bumpers are also pro- 


up shocks while loading. 


Car No. 197 


13 f “116 ia. 
Soft; 20. an: 


P3tt: Sain: 
3 ft. 0 in. 


Car No. 212 


9: ft. Fini 
St. On, 
5 ft. 51% in. 
4 ft. 0 in. 
0 ft. 344 in. 
1: ft 5. a0, 
3 ft? 0am: 
4,322 lbs. 
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American No. 144 Steel Side-Dump Clay Car 





This car is constructed of steel and iron. It is strong and substantial. ‘The capacity is 
2% cubic yards, and is only built for standard railroad track gauge, 4 feet 81% inches. 


Dimensions 
RN le Fee Re A Se eg Ie Fs 24 cubic yards 
RC I eee hae Soe ee es ale Saal ay eS 4 ft. 8% in. 
RO INGA ai a ee le ea fee ee ye hur 10 ft. 8 in 
RE NM A ey eS Bad oe ee oft... 5 in 
PR eg ay Ree eee eee ilps 5 ft. 2% in. 
Re ee pa en he ee em ee ae 4 ft. 6 in. 
Perc en Ween a ie ee ake ie te 1 ft. 4 in, 
es a ea Fane GA RO Cay tae oo RI BE BRE ea O ft. 21% in. 
Ie Sa er a a Pe Rn ee, Ce aig Na 4,150 pounds 
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This is a well built car, constructed throughout of iron and steel. It is substantially braced 
and bolted, and will be found satisfactory in all respects. 


Specifications 
Dumping Device — 

The car is fitted with an automatic dumping device, so arranged that by placing a trip 
along side the track the latch holding the double doors, which form the bottom of the 
car, is released, and the doors swing open. 

Frame and Body — 

The main body of the car is made of sheet steel plates, 14 inch thick, and thoroughly 
reinforced by 2x2xlj-inch' steel angles, and supported on a frame made up of 6-inch 
by %%-inch steel bars. 


Dimensions 
Capacity. ia) af) eee ee er eae 114 cubic yards 
ip Sn ee ae Saft TO ine 
Width. 0.03.05 <0 SU SuE ARM See ee oe Ott Adin: 
Height, top of Rail to LOR OR BOW rik Si ono ye otto atin: 
Height over. alle. 0s, Piggy, ose ee o.tty-10-in. 


Wheel Base, 320 ose 
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This car is substantially designed and built. The material in its construction is iron and 
steel. It is especially fitted for automatic dumping and is so arranged that when dumped at 
the top of an incline it can be returned to the bottom without closing the door. 


Specifications 

Frame and Body — : 

The frame of this car is 6-inch steel channels, securely braced and riveted. The body is 
#s-inch steel plates, reinforced by 2x2x;3; angles. 


Dumping Device — 
The car is fitted with an automatic dumping device, so arranged that by placing a trip 
along side the track the latch holding the double doors, which form the bottom of the 
car, is released, and the doors swing open. 


Dimensions 
ADAG hice te ear wees sk Sas pe eM RE Cet eee ee 114 cubic yards 
Bienen, ite ee nee tA ers ARG hes cca cet oa oft: O'in. 
eNO UMONCE Along aie tks oe) erste min he Ee etre ip Cag Pode nee Pte lOuin: 
Pepi ieObe btcly Ons COD Ge oe a ids cee te eee) coy Ba a ee ry 6 ft. 0 in. 
WAGER ON Ehsaan om siting Rone era ghee VST ME OE ES eC ea 4 ft. 2 in. 
DAE Cla OM sO OM TOP io ieacota ys steed nn pee ea Tu oo ps aa eae ae heey 3 ft. 10 in. 
MAG COLsBOGY ON GOON oo ac C8 ss Ge ia os es de PR ee ee 2 ft..;3, in. 
| CUS Sarah Gah | SN ee aa a rere (Uru s adr a Ree a S he ca PG A a a 4 ft. 5 in. 
Picight. top ol kall. to top of Bodyi sane Ses Bea ea a ss 3) ft. 6--1n. 
PAINE Seek atlee ie igus Bieta 1k Sh een ue Rae SIE Te ce wha es 3;.ft.6 in. 
Ppaieter motile. Wheels. cco sare: on eee ee Re nge Ae ty SR ee wt ie Gs 1 ft. 8 in. 
eae Cal Ole eG cers ets ca eae Sea iver raat ates tes our 0 ft. 236 in. 
UCL EAD RSS GSS ge ee ee VOOR eR riage Ge Sc at tweed Ati SiS ae 1,740 lbs. 



























————————— es 


THE AMERICAN CLAY MACHINERY COMPANY 


E THEAMERICA 
WORKING MACH 
BUCYRUS, “ 





Specifications 


Wood Work — 


The frame of this car is made of heavy car timbers throughout, carefully mortised, pinned 
and bolted together. The end and bottom boards and hinged sides are made of 
114-inch seasoned white oak lumber, reinforced. The proportions of all wood in the 
car have been established by long use, and the hopper and truck frame stand service 
satisfactorily. 


Bearings — 


The standard type of journal box is employed, consisting of a base, a removable wearing 
plate, an oil waste cap and key. This requires lubrication only at long intervals, 
and the cost of renewing the wearing plates is small. 


Brakes — 


- When so ordered, the car can be equipped with brakes on either two or four wheels, for 
which additional charge is made. 


Operation — 


The car dumps on either side. The sides are hinged at the top, with automatic latches at 
the bottom, so that when the body is tilted over, the latch is disengaged and the car 
emptied. The latch re-engages as the body resumes the vertical position. Suitable 
chains and staples are provided on each side to keep the car body in place while being 
loaded or when in transit. 
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DON 56 on i ee a as Nery Fo WOES Ans eee stay BOE Ons 11% cubic yards 
Inside dimensions of Box as follows: 

ent ce nce ea eee ere iy ern a ger Seated it ea ave Se yet se es 6 ft. 5 in. 
La hi We Saag age ail co Ig CAE Dae aes One ete cee gee Wee ty ah anna am ance ONG aa aaa 3 ft. 10 in. 
1S Pel ote: Rane asic econ eieage hr an AT ec dein sone Gear ant ean On Aha pace Es Crk a Gin Oe ae rr ee Thin. 
Standara: Gaaugecot tack 5 aoc si et Pine et eae Ar Ne sae a cca 1 ft. 11% in. 
Extreme Gauve for which: car-can be constructed. 2 oe ee 3 ft. 0 in. 
Wheels Base stes. oes ener Ge ae aac se cee he wader kas 0) actacny s Wem ee ens hoiceuh Se eae 2 -$t.: 9-in. 
Length of ‘Track’. exelisivesormcouplersn woes oc) en et us eee es €. ft. 544 in. 
Diametercoh Wheelesone i readece 2602s eae Son ee eA eee. ei od a ee O ft. 115 in. 
Diameter-ob- Wheelsson Pianges 5 vs ee ees ey eee i PS 1 ft. \% in. 
DiametercorcoAmle 2-4 oo fee Gee a ee Oe ee re Tes ee ee Of: >2-in. 
Weight: of standard: Gawge:Car, without Brake soo Coe ey 1,575 pounds 
Weisht-of 36-inch. Gaure.Gar-without Brakes 7 oe a ee er sy 1,760 pounds 
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Barrow and Truck Department 








This barrow is designed for handling burned brick from kiln to cars or to storage yard. It 
can also be used for tile. 


Design — Specifications 


The design is modern, keeping hard service in mind. The frame is oak and the bent braces 
are of heavy section, giving great strength. The deck and dash are hard maple. Legs 
are cast iron shod, the shoes being removable.’ Handles are convenient for operator, 

and grips of approved design. Wheel is strong and designed for easy running. 

Weight — 

100 pounds. 


Dimensions 
Length of Handles............. sets tea ene ene sta ORT kent co Re A 4 ft. 9 in. 
Height of Dash 2S ate re Se Ue ke eae Sen eae fe Sorm: 
Width, of Dash ccrsy gage sue) ie) Fe ea es je Rass & Bet 
Lengthof | Botton c5 o/s Meus osu pe ee 2 ft. 51% in 
Width of Boesomt 2s 7o AOA ae eS pcg. got eee et 1 ft. 111% in 
Diameter: of Wheel 0s ee 1 ft. 4 in 
Face of TNS. 50) isa ei a use ae We A a ee 1% in 
Height of Deck at Teh eal G7 o0 0 Na, cee eee Pesta 
Height of Deck Ae Mamie 0 oe ee 1 ft. 6 in. 
Height ‘to ‘top ot Mamilted, oven t 0 ae ee ee 1 ft..7-An: 
Distance outside to Outside<of Handles <0. 2 ft. 434 in. 
Width of extreme Groma aides ve ee £ ft 10 in: 
Bore of Wheel........' ipinlemee Meta y RoWd Wierae ga Cee SCy ohhh ery gn Aa et 114 in 
Diameter of Axle” no ee ee 1144 in 
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American No. 733 Common Brick Barrow. Iron Clad, with Cast 
Iron Bearings 





This barrow is designed for heavy service in handling brick or paving block. 


Specifications 
Body — 

The frame is made of selected seasoned hardwood, carefully mortised and pinned together, 
and securely ironed. The deck and dash are faced with steel slats 3xl4 inch. These 
slats are bent on bulldozer forms to uniform shape, and the screw holes for attaching 
them are drilled and countersunk to templet. Duplicates can be supplied. The legs 
are equipped with cast iron shoes and are securely braced. 

Wheel — 

In designing the wheel, axle and bearings for this barrow, we have taken fully into consid- 
eration the very heavy duty required of such a barrow on many yards. These impor- 
tant parts are adequate and will not disappoint the purchaser. The wheel is of heavy 
section, with substantial hub and rim, and twelve 34-inch oval steel spokes. . Bearings 
are of cast iron. ' 

Weight — 135 pounds. 


Dimensions 
Hever oF seandies trom Dash to.end 2) 5.0.5 es 4 ft. 3 in. 
eR Re Ge OS ee oe So ee he BRE Ztte 7 in: 
TO BN rs ioe Co Ee ha, ee eS a Nag 1 ft. 9 in. 
oe a ti lds | TR 8 7 | Ry eae gi eae ier ee encase ng eee Aca aa? ue ea ata 1 ft. 1114 in. 
PURE Or een AU SOar PO a Se eee Le: 1 ft. 7144 in 
Pome Or tere et tint end 6 ore ey ae ge ae ee 1 ft. 114 in 
Distance curtads: to: outside of Handles... ee eee 2 ft. 234 in 
rts Ae CaN PIE SVONL IRIE 2850. yee a es Sane PRLS ye 1 ft. 9 in 
Pe MCR hohe yn ore os ee Ry ee es Fu eo 1 ft. 6 in 
I a ec Be ee Pa GE Oh ee ee 2 in. 
ee ee be eg oe cule ee a fee Se 1;% in. 
Re RE ee eke ee ae ee ee er es 17% in. 





















American No. 734 Common Brick Barrow. Iron Clad with Cage 
Roller Bearings 





This barrow is designed for heavy service in handling brick or paving blocks. 


Specifications 
Body — : 

The frame is made of selected seasoned hardwood, carefully mortised and pinned together, 
and securely ironed. The deck and dash are faced with steel slats, 3x14 inch. These 
slats are bent on bulldozer forms to uniform shape, and the screw holes for attaching 
them are drilled and countersunk to templet. Duplicates can be supplied. The legs 
are equipped with cast iron shoes, and are securely braced. 

Wheel — 

In designing the wheel, axle and bearings for this barrow, we have taken fully into consid- 
eration the very heavy duty required of such a barrow on many yards. These important 
parts are adequate and will not disappoint the purchaser. The wheel is of heavy sec- 
tion, with substantial hub and rim, and twelve 34-inch oval steel spokes. Bearings are 
of the cage roller type. 

Weight — 135 pounds. 


Dimensions 
Length of Handles from Dash to GO CE ig a ig a 4 ft. 3 in. 
pongth of Decks. seve Ge ee 2 ft 
pcight of Daal t Cee 1 ft. 9 in. 
Tleight to. top of Finmitte 6g ee a 1 ft. 1114 in. 
Height of Deck, st teat ei i see eco) de 1 ft. 734 in. 
Height of Deck at Hunt eid sc 0G ego 1 ft. 14% in. 
Distance outside to outside of PAAR Ss OS he nn HAE ea ee 2 ft. 234 in. 
Width at extrempsttone eae icc ee 1 ft. 9 in. 
rasmeter Of Wheel pe ee 1 ft-<62in, 
Face of Wheel........... SOS Sy ily eat hon ae as eros NW Beagrie ae eee eae 2 in. 
Bore of Wheel; 502. vc te eee eee ace Ce i een cal age ee 155 in 
Diameter of Arde. GUNG eee 135 in 











This barrow is designed for heavy service in handling brick or paving block. 


Specifications 
Body — 


The frame is made of selected seasoned hardwood, carefully mortised and pinned together 
and securely ironed. The legs are equipped with cast iron shoes and are securely 
braced. 


Wheel — 


In designing the wheel, axle and bearings for this barrow, we have taken fully into consider- 
ation the very heavy duty required of such a barrow on many yards. These important 
parts are adequate and will not disappoint the purchaser. The wheel is of heavy 
section with substantial hub and rim, and twelve 34-inch oval steel spokes. 


Weight — 
135 pounds. 
Dimensions 
Senin OF THandwes irom. Dash to-end 2 si hs Se ee 4 ft. 3 in. 
eength tof Decks. 2s men eiige aero nah cal ses ee sank gent a el cdg ANC amale a_mask. ZaGsy in, 
es ey en ae ee ee ee oy ei 21 in. 
PierehG AOR OL Pianities . nF OS he os Ae E> a CE aa ae 2314 in. 
Rae ee tear eee Ne ey ah gee Bl 1934 in 
Peer Or ee Wt ROE eR act a arr ts ge Se 1314 in 
Distance: outside to outside of Hamiles: 0. ofc AE ee 2 ft. 234 in 
prea Oe Cries Im CeMi fe ae Se Ne a eg 21 in 
Re ee a ee ea pe a 18 in 
te i i a ee 2 in 
We ce es eee as Neto k. epee Pe es 1,5 in 
re i BI ee eR ce Ses 1 in 
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This body is designed for the careful handling of pressed brick, either dry or burned. 


Specifications 
Design — 


This is a strong, durable barrow, made of the best seasoned hardwood and securely ironed 
and braced. It is equipped with quarter springs which cushion the load, preventing 
loss from chipping. From the saving on this score alone the barrow will prove a 
profitable investment. The legs are fitted with renewable cast iron shoes. 


Weight — 
92 pounds. : 
Dimensions 

Length of Handles.) savsshy pac Ans oe ek ge ae ee 4 ft. 41% in. 
Height of Dash 55 eY ty Pee a ee eee eee 22 in. 
Width of Dash...) teu ep eet Ge 20 in. 
Width of Deck at: junction: off Handles. 254). 2 D2 ans 
Length of Deck,’ 0) -scsuerm a erupue oy 6s oe a eee 2 ft. din: 
Diameter of Wheel 905.0 9b a eee ee ee 1714 in. 
Face. of Wheel. .5 Genta a Gee Le ee et cr a ee ee 134 in 
Bore of "Wheel 05g yee eect a eek ee eee ce ge enue 1s in 
Ale. be se Se aa aos ppg ee ee nt ae 175 in. x 18 in 
Bearings...) <1. ieeiy cates sae We cane ee ee Ge aes té in. x 13g in. 
Springs, sectional three-eat 27 bo a ee ee 114 in. x 20 in. 
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American No. 6 Tile Barrow 





The No. 6 is designed to handle tile from the dryer to the kiln. 
Capacity — 


84 21-inch tile. 
60 3-inch tile. 
Other sizes in proportion. 


Specifications 


This barrow is built of selected materials throughout. It is provided with quarter springs, 
is well balanced, runs easily and saves breakage in transferring unburned tile into the kiln. 
The springs add to the life of the barrow, and to the ease with which the load is carried. 
The frame is substantially ironed off and securely braced. 


Weight — 
110 pounds. 
Dimensions 

RCE Oe RRA Ss fake ss cy oa meee eae Pie ee ee ee ee 24 in 
ere Ns rs eee aide te ee Rte ee ae ete a 32% in 
I Rs ge ee ees Boge entero Sa igtane pine fr ae a7 SY ee aaah SU Re 26 in 
PAE ONET EM og Sis Ree aa wie WR a eS FN hae or ade ee 58 in 
BE OR CR ee ad re ee ae, pas ah eR ee pe 1914 in 
ee PO as os ee ee at he ee ee Se he Se 1714 in 
te ae ey Re ey Roa mise eee ee wha muse SAE a 134 in 
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This barrow is of long pattern es 
Capacity — 
Twelve 8-inch x 2-foot drain tile or sewer pipe. 


pecially for handling tile and sewer pipe from the kiln. 


Other sizes in proportion. 


Design — Specifications 


This barrow is carefully constructed and well proportioned. The frame is made from 
selected white oak throughout, carefully mortised and thoroughly braced. The tops of 


handle bars are protected by steel cover strips 134 inches x ¥% inch. The legs are 
fitted with renewable cast iron shoes. 
Weight — 112 pounds. 


Dimensions 

Hpeth of Handle xO ie ee 5 ft. 6 in. 
Wann of Bod HOMO) eed 24 in. 
Width of Deck at junction of End Boards with es es Te oe Sere oe 221% in. 
Wee ot Petes te ese ea ee 34 in 
pidth at junetion of MeN io ee 2534 in 
Faameter of Whe: ei Gate sce As 1714 in 
1 ace ot Wheel: tite ce le 2 in 
Dane Oe ARR Sy ee 241% in 
Snmetet of Ale ee ee 114 in 
Size of Bearings 
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American No. 1 Spring Herdic 





This herdic is designed for use in handling sewer pipe and tile in clay plants. 


Capacity — 
450 to 500 pounds. 


Specifications 
General — 


The frame and body of this herdic are made of seasoned white oak. It i& balanced on two 
elliptic springs, so that the load is carried almost exclusively by the wheels, and there 
is little weight on the handles. The axles are made of 11-inch square steel, with 
bearings 3 inches long. The wheels are made with cast hubs and rims and wrought 
spokes. The standards or legs are fitted with cast iron shoes. The frame is substantially 
braced with wrought iron braces. The springs are heavy and sufficiently strong to 
carry a load equal to the strength of the frame, or eudbeat end 450 to 500 pounds. 


Weight — 
160 pounds. 


Dimensions 
rameter: Obs Wheels 2 gions 15.2.6: Soeur gown ee ree Nee eae hee aape Ge LG 20 in. 
Hace Obs Wheels cs aes oo re eerie et Stee Me et eck. 2 in. 
Distance sbetween-hread 000A oo eee Mie en eae ee a ee 2576 in 
enginrot eiiendic over calls s 2. ot Sone per Sere ren eh 72 in 
VIELE OV Groat CCU cr iss ko manent ogre ere al RRA OS SEY 307% in 
NV IGE Ul DICCK es ten waa rat Or Beenie mee tra meat eh a ee se eS 234 in 
PONMtHeOl Ce tattOnml: tayo eo Ate nt aes Pie, emcee Le 8 I Us 3 ft. 9 in 
Bleiants Of: lorie apes cy en a eee em ene iat eente Geen kat 24 in 
PISIRNU trot MOOR toer lator we ae mem rer, Semeur nN Ste. 21 in 
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THE AMERICAN CLA MACHINERY COMPANY 


American Steel Barrow 





Specifications 


The body of this barrow is made of pressed sheet steel, carefully supported on a framework 
of bent pipe, which projects in front to form handles. This makes a light barrow. The legs 
are strong and light and are fastened to the pipe frame. The iron wheel runs in a frictionless 
bearing and the whole barrow is most excellent for convenient use and long life. It is adapted 
for sand, ashes, etc. 


Capacity — 


No. A-5—Capacity, 3 cubic feet. 
No. B-5—Capacity, 4 cubic feet. 
No. 10—Capacity, 6 cubic feet. 
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This truck is designed for use in off-bearing brick, hollow blocks and drain tile from the 
machine to the dry floors and in wheeling the dried ware into the kilns. It is a general favorite 
for this work and repeat orders are frequently received from the trade. 


Capacity — 


Sixty-four brick, or equivalent in drain tile, fire-proofing and hollow building blocks. 


Design — Specifications 

The frame work is of hardwood, securely bolted together and rigidly braced, and the con- 

struction is strong and substantial throughout, with due regard for lightness. The 

truck is provided with flexible steel springs and is made single or double wheeled as 

preferred. When furnished with one wheel it can be used on a single-plank runway. 

Where good floors are available the two-wheel construction is preferable. It is so 

designed that the load is in perfect balance, which makes the work very light on the 
operator. 


Weight — 


One-Wheel Truck, 137 pounds. 
Two-Wheel Truck, 155 pounds. 


Dimensions 
Pee MIRO aE Gs Forged) (Roe Satatc hs DAG Skah Ghee a a Eee OE Ce os imey ok 6 ft. 0 in. 
NVA UNG OR GPIEC ay a cette: Auten ve cet otc See eee wise ey esata Onan Oe aos Pierre 30 in. 
Height of eck-apove hoor when loaded 2 o25 so sn es eee ee EN a AG 201% in. 
Po ramerer Ol Vee ek ees tis FOS ope ashe tee Til ase Sen ee ee ee SEE IGN eyo ok 1714 in. 
MPABM TV MAECIS et herr ce en ite Teoh ahs ie Senin ae ah earthed Saks diy ae wears 2 in, 
Bere WW NeCIS race cao Hho cape aN a alae ume tere Re es coe Sery Ra e aw 4% in. 
Poe ANCe euPOURTIY RELL) Jodo ok tie dr wy ert ea Se ME ek Wank 3% in 




















American No. 736 Single-Handle Slatted Deck Truck for Soft-Mud Brick 





This truck is designed for handling soft-mud brick in molds or on pallets. By its use they 
can be transported from the machine to the dry racks or yard at considerable distance without 
damage. 


Capacity — 
5 molds or pallets of brick. 


Specifications 
Design — 
This truck is constructed of the very best seasoned hardwood and is securely ironed. The 
springs are of the best make and carefully selected for the load to be carried. The 
wheels are of our standard pattern with oval steel spokes. They are of ample size to 


Weight — 
130 pounds. 
Dimensions 

Wide on RetOO ee 5 ft. 0 in 
Helge ent Boge eee 234t."0sin 
Dn SO se 2ft Din 
Face oh Wachee ee 20 in 
Bore of We ee 2 in 
Distance ie se ee 1 in 
Distance center to center Ot MORE eee 1934 in. 
Size of Axles fy) Soe eee 1 in. square 

.6 ft. 5 in 
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This truck is designed for handling soft-mud brick in molds or on pallets. 


Capacity — 
5 molds or pallets of brick. 


Specifications 
Design — 

This spring platform truck is a duplicate of the No. 736 slatted deck truck with the excep- 
tion that it is provided with double handles and the bracing and legs are changed to 
conform. Some customers prefer double-handle trucks. The handles are convenient 
for the operator and the grips correct in design. The springs and wheels are strong 
and heavy, insuring ease of operation and rigidity of construction. The bearings are 
of our standard roller bearing type. 


Weight — 
155 pounds. 
Dimensions 

engi or biatonn ees ce hin ts baie beh eer ve eee rE rays eed opty Lt.? O- in, 
Width>-of ‘Platform ..02 5) oi 205c wea as rhny Shes Ram OS PRS Sie a Ream mang a Ry Ay "6 ty 2 ft. 10: in. 
Me il a ers ies emt oa pps LF Shap wee eae Re Cae ge Bs 2 ft. 11% in. 
DU ESPOAPEy Cero auld Uae ke ye 2 eo PRY ee RI SE Seni tar hoe coher mea aap rae a A pee nt Sane a a 20 in. 
Riaie te WV Henlb a oir a cae asa ar eae a mates Ny ee aR Se Cyst ds 2 in. 
nero WWheela ces es tots. cee. el guionaals ca ae ewe pond ei RUT PN Na ae 114 in. 
SPS BE Tai sh Pap Ree tam lp A tere) Cape varanasi me Dae aca tla he Ce ae UN RC Ag 16 in. 
SS | SESSA SPR gale ero ET aN ON IRC ea ge Oe Ohare tac Sp ce aan 6 ft. 8 in. 
RRMA er Att apt ee a en aac setae BER Be GTN RSAN The eon Wha the bib teie« DAte A: in, 














This truck is designed for transferring dry pressed brick from the machine to the kilns. 


Capacity — 


56 standard size brick, 214 inches thick. 


Specifications 


General — 





The deck of this truck consists of four parallel hardwood bars with separator and end 


boards. The carrying bars are cushioned with soft rubber strips to protect the green 


brick from damage. The brick are placed on edge, in two parallel rows, with the 
heads against the separating bar. This has been found to be the best method for 


handling pressed brick without injuring the edges. The frame work and bracing are 
substantial; the materials carefully selected. The wheels are of improved type, with 
oval steel spokes, cast rims and hubs, and turn on the axle. The general design 


embodies a collection of excellent features that have appeared in other models of 


trucks heretofore built by us. The No. 739 is recommended without reserve to all dry 


press brick-makers. 


Weight — 176 pounds. 


Dimensions 
Over all length’ of *Eruthi< (00 44 Se ee 7 ft. 7. in. 
Height ‘of Deck: at front aude yeoman ee a hae ie a een es 2 ft. 634 in. 
Height of Deck ‘at near eatin ts ot eb Orc ee ene 2 ft. 534 in. 
Length of Deel 300i 6 gig Se ee i ee 5 ft. 57% in. 
Width over acs. 00 ih ee ee 2 ft. 4 in, 
Diameter of Wheuls 5.7 aut ae ee ae 24 in. 
Pace of Wheels 15, We ibanr ee Ome AN uh eal ate ee a 2 in. 
Bore of Whitley. 5 05 ia (eee Ge ee 1-in. 
Length of Hub. 0.5.0 fis We Gabel bien Go ee 4 in. 
Center to cetiter of Whitey cr ta ee ee 230 in, 


Springs, 30 inches long, 2 inches wide, two-leaf. 
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This truck is designed especially for use in assorting burned pressed brick in the kiln when 
taking them to storage piles. 


Capacity — 
84 standard size brick, figured as follows: 
The deck consists of six slats, arranged to receive three courses of brick placed on edge. 
The length of the deck is 64 inches, which gives a capacity of 28 brick 214 inches 
thick per course, or a total of 84 brick. 


Specifications 
General — 

Into this truck have been incorporated most of the valuable features of our No. 1 and 
No. 736 trucks. The deck slats are 134 inches thick, set on edge and mortised into the 
end cross-bars, which extend 14% inches above the slats. The deck slats are further 
strengthened by two cross-bars secured to the upper side of the six slats. These cross- 
bars serve to distribute the load at the handle-bars and to keep all the slats uniformly: 
spaced. The truck is so proportioned that when loaded the weight is in proper 
balance. It may be used for handling dry press brick from the press, although it is 
especially designed for burned brick. This truck is also built with a single handle 
when so ordered. 


Weight — 
154 pounds. 
Dimensions 

Me ROEE CAN ten ye oa EM ae At OR OVA tae Geni eg ae tats ney scale 1 Mead +8 Potts: 3 in. 
MLE Ce eed es ss ae ES SOE Ow aE FE Bie teal ale aig te das 2 -ft.4-in. 
Peer cane ERIS Sc Oe eee ee ar eR, ne eee a gre ha RS RS ttt. 1.0 in. 
PY CEN a gS | SSR RS gE aa) ae Uh ees en Dees nae Ey es ages GE SU Ce Nah eR ee 2 in. 
Preece Whatle te a se eh ay a pier Ley ame ES Ee wea 11% in. 
Spam Le WCC IS ee ks hs oy ts ee ea iba eg ela 1 ft. 8 in. 














American!No. 683 Two-Wheeled Spring Platform Truck 





IN Bi 92) 
YK! P 





This truck was originally designed to special order to meet the requirements in a large 
sewer-pipe factory where a heavy platform truck was needed for very exacting service. 


Capacity — 
450 to 500 pounds. 


Genet Specifications 

This truck is built especially strong, of hardwood, iron, and steel. It is balanced on two 
heavy seat-springs, so that the load is light on the handles. The wheels are extra 
heavy, with steel tires shrunk on to a cast iron rim. The truck is substantially braced 
and the legs are fitted with cast iron shoes. 


Weight — 
238 pounds. 
Dimensions 

Length over allie ec eee se as eis 6 ft. 10 in 
Length of Platform: (320 0cic3ian See a, pe a ee Sets 3 in 
Width «0. ce sac Gases Gee eee Ry ao cn ee ane 26 in. 
Height. . 2.00. ..508 to eS ee ee 26% in. 
SPINS. ss sp ae ee nae eee ee on ae 11% in. x 30 in. x 4leaf 
Diameter .of Wheele 07) cet ves g a ee a es 21 in 
Face. of Wheele 05 sos) cgde che vie 2 oot Me ee Oa one ae 2% in 
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This truck is especially designed for the convenient handling of the cakes of clay on the 
racks on which they are dried. 


Capacity — 
600 to 800 pounds. 


z Specifications 
Construction — 

This truck is so built as to allow it to pass underneath the filter press from end to end and 
receive the cakes of clay direct from the press. In construction it is designed for hard 
and continuous use, combining strength, durability and ease of operation. The truck 
is well balanced, the main axle being located near the center of gravity. The end 
casters are of ample size and strength. The material of which the truck is made is the 
best obtainable and the bearings are frictionless. The end casters are provided with 
improved swivel bearings. 


Weight — 
297 pounds. 


Dimensions 

PM Gr nee eh ic he. Says cia oa Me aa ey a Re ee ee ey 6 ft. 6 in 
Ba eed root ees, Cet Apes See ete bee eee is 2 At 
Wires sons Foor ta ton ol Beds 7.9 eg a totes 3m 
RpmeeNeE APO a i, ae eK gS en rear ate eh 18 in 
Rie ae rs Se ee ee es Pa ee we SET 31% in 
Re ag a eS ya a re ee ee ey fee ue 11% in 
Diameter of Axles 114 in. and turned down to 1) in. in bearing. 

eee ONES meen ee A a eee ee 6 in 
Pa MMT R cat ry oA ee Saag Ma ce era ne 2% in 




















American 
-No. 1 and No. 2 Spring 
Saddle Truck 


This truck is used for handling large pipe from dry floor to kiln. Its design and con- 
struction make it particularly adapted for this work. The springs prevent breakage of ware. 





Capacity — 
The No. 1 Truck will handle pipe from 10 to 16 inches. 
The No. 2 Truck will handle pipe from 18 to 24 inches. 


Specifications 


This truck is made of selected material and is carefully constructed. It is securely ironed 
and braced and has springs to take up shocks and prevent breakage of wear. The workmanship 
is first-class. 


Dimensions 
j No. 1 Truck No. 2 Truck 
Size of Wheelg./ 27 ore oe eed, a eae a 1734 in. x 2 in. 1784 in. x 2 in, 
Height of Decks ccc ten ee oe ee 151% in. 1614 in. 
Width overall, | co pee ee ee a ee 2 ft. 91% in. 2 ft. 91% in. 
Length overalls. 9 copia gee nes eee Gee ee 4 ft. 45¢ in. 4 ft. 10% in. 
Weight 9.520025 ae aera es gra ee te 128 Ibs. 160 Ibs. 
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American No. 740 Rubber-Cushioned Sewer Pipe Truck 


(Minter Patent) 





This truck is designed for handling dry and semi-dry pipe on the floors, and for removing 
them from the pallet boards and closing up for reserve kiln stock. It may also be used for 
returning the pallet boards to the press. 


Capacity — 
This Truck will handle all size pipe from 15 to 24 inches. 


Advantages — Specifications 


By the use of this truck the press can be run with fewer boards, owing to the fact that the 
truck can be used to lift the pipe from the boards and place it on the slatted dry 
floor as soon as the sockets begin to harden. 

This makes more room on the dry floor, hastens the drying and eliminates all trimming and 
waste which might be carried into the kiln on the boards. The use of this truck saves 
loss of time in loading and unloading and prevents chipping and disfiguring the pipe, 
for the reason that it is maintained in practically a vertical position at all times. 


Design — 

The truck consists of a set of wheels and an axle on which is bolted a main supporting 
frame. From beneath the cross-head three arm supports extend back towards the 
handles. The rear ends of these arm supports are bound together by a sub-cross-head, 
from each end of which a drop iron is bolted to the handles, forming an elastic sup- 
porting frame. The center arm support has two hand-wheel clamps, to hold the arms 
rigidly where ever set. This makes the truck quickly adjustable to any size pipe. 
The supporting arms rest upon a rubber cushion where they pass over the main cross- 
head, which gives them an elastic bearing to support the load. The arms, where they 
come in contact with the pipe, are encased with heavy rubber tubing, and the vertical 
frame, likewise, is faced with rubber at all points of contact to prevent injury to the 
pipe while in transit. 
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BUCYRUS OHIO 

Wheels — 

The wheels are of our standard type, 22 inches diameter, 2 inches face, with oval steel 

spokes. 

Weight — 

215 pounds. 

Dimensions 

Diameter of. Prongs. -.. 1c, so na eea a ea 134 in. pis rubber cushions. 
Height above floor 0s Jae ee ade ii) ee aa 32 in. 
Minimum distance between hing. sal ES SP Se Ape eee ees een, 
Maximum distance between Prongs............._. Bae beret ees es se Ro aa eR ys 30 in. 
Length of Handles 2°. 3 Sse ee ee Sead Ara Chiaine cieusa pane 77 in. 
Distance betweett Handiegi: 05 gy 23 in 
Diameter. of Wheelai!. 5, Mig eee 22 in 
Vace of Wheels. ..i5: Seca eg ee 2 in. 
Size of Axle oo.) cite cg toe ete eta 114 in. square by 36 in. long 
Length over all uch ple ee ee Ne 96 in. 
Width over alli ot) ee he ee 40 in 
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American No. 1 and No. 2 Viall Truck 





This truck is designed for handling and turning sewer pipe. It is handy, strong, durable 
and efficient. 


Capacity — 


The No. 1 Truck will handle 20 to 24-inch pipe, weight 168 pounds. 
The No. 2 Truck will handle 27 to 36-inch pipe, weight 183 pounds. 


Operation — 


As the sewer pipe emerges from the press, bell end down, the truck is run up to receive it. 
The one large prong is pushed beneath the pallet upon which the pipe rests. The 
truck is then lowered to the position shown in the cut. The cradle containing the 
pipe is mounted on a pin or’swivel and has a sliding base. This cradle is pulled towards 
the handles of the trucks and slides easily on the grooved base. When the cradle has 
been pulled forward it is swung around on its swivel until the position of the pipe has 
been reversed with the plane end down. The truck is then righted to a perpendicular 
position, which deposits the pipe on the pallet plane end down, and it is transferred to 
the dry house. 


Specifications 
The frame of this truck is made of the best selected oak, securely ironed and braced. The 


cradle is made of wood, carefully slatted. The wheels are cast iron. The prong is steel and 
the slides in the base are faced with steel. 


Dimensions 
Ice ote Wee ee der etc nar rnucncn se aes Lean bie ort) Woe | eke Marae oy yee 11 in. x 244 in. 
MOIS ANCE OL OURN tO Dstt ey Ta ee hk Raina e aes aie cares eae I osc 314 in. 
RGM IC tar arcs a eh Atay oa et Peter AP Ser ye ec ee MA CORT gutiig ee TET see 15¢ in. 
PCRS LN OVER All ilse sunt ci a as Ce cal Neon Sart Marines ee Mine aes oF igen 5 ft. 4% in. 
Distance between Handles ................... ROP See eS Rot Se eee 207% in. 
Benethj ol Pronge cow eae SR Pe ae Sie a i ke an 2 ft.-6 in. 














This truck is intended for moving large pipe or tile from the machine to dry floor and for 
transferring them about the plant. 


Capacity — 
The No. 1 Truck will handle pipe from 12 to 15 inches, 
The No. 2 Truck will handle pipe from 15 to 24 inches. 
Specifications 


The handles are of selected wood, are long with well-designed grips. The wheels are steel 
large, to insure easy running. The prongs are long, to make it possible to pick up pipe quickly 


No. # ¥uck Dimensions 
Size of Wheels...) cos eee ee ae ee etn 1714 in. x 134 in. 
Size of Axles, 15 in. diameter; 331% in. long. 
Width center. to: center; of Wheela, 2360/45 gee a a ee 2834 in. 
Width over als Giga eae i Oe he ee ee ee oe 34 in. 
Length over: alec 120jh tg eg Pe ee eee er he at ya ay 5 ft. 5% in 
Weight... 02.0) copes gow warmth see ee eee, GG Gods Se ee ee 150 lbs. 
No. 2 Truck Dimensions ; 
Size of Wheel oe; sie ier eee aie arte Ute Oe ee 22°in, x 2cin: 
Size of Axles, 15¢ in. diameter; 4614 in. long. 
Width center’ so:cantht: of Witeele Co es or Na er a 41 in. 
Width overall 50 eee nee ae anes ae ene 49 in. 





’ 


Weight oan oe Oe ay aa 2 ee a ee cee 170 lbs. 





This truck is designed for handling 18-inch, 20-inch, 22-inch and 24-inch sewer pipe on 
pallets from the press to the dry floor. 


General — Specifications 


This truck operates on the lever principle, and as the fulcrum is located close to the center 
of gravity of the load, the operator is enabled to handle 24-inch single and double pipe 
with ease. The loaded pallet is lifted by substantial cast iron side brackets. By 
raising the handles the brackets pass close to the floor under the edge of the pallets, 
and by lowering the handles the load is lifted from the floor. The wheels run on 
1lg-inch x 6-inch steel axles, which are securely fastened on the wheel frame. The 
adjustment for different sizes of pallets is secured by loosening the nuts of the bolts 
which hold the wheel brackets to the main frame. The heads of the bolts slide 
laterally in slots in the frame so that any desired adjustment for width of pallet can 
be quickly made. The maximum width of pallet is 431% inches. 

Frame — 

The frame is of seasoned hardwood and the handles are provided with cross-braces and tie- 
rods. Handles are sustained in a convenient position for the operator by the trolley 
wheel, which is held in an adjustable clevis. 

Wheels — 

The wheels are of our improved type with heavy cast rims and hubs and with twelve 
3g-inch x 34-inch oval steel spokes. Wheels are 21 inches in diameter, 214 inches face. 
The hubs are fitted with self-closing oilers. 

Weight — 350 pounds. 


Dimensions 
hength over-all (0 is oS 7 ft. 10 in. Distance through Hubs............... 31% in. 
TET al ea Seer ae ara gre cee aN 4 ft. 54 in. Diameter of Thitd Wheel.............- 8 in. 
Diameter. of Wheels.) 0 6.0 0.22.3: 2t an. Face of. Third Wheels. 11% in. 
Dace. OF Wiel A SS, 21% in Bore.of Thin: Wheel co 34 in 
BOrevOr VWiHeelss Geeks tee 11g in. Maximum width of Pallet........... 431% in. 
MF RIAN er RE i cy nse Be es ee 4 ft. 9 in. 
eheoreee center to ceiter of Handle Gripe. i... ee 221% in. 
pe ae Nie a en er nk IS 114 in. 
Distance center to center of Handles where they are attached to frame.............. 38% in 
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American No. 1 Platform Pipe Wagon 























This wagon is designed for handling hollow ware and clay products, either green or burned, 
where it is not desired to use a spring wagon. It was built to meet the requirements of one of 
the largest clay manufacturers and has found a ready market. 


Capacity — 
1,500 to 2,000 pounds. 


Details of Construction — Specifications 
This wagon is well built of the very best materials. It is carefully ironed and braced. 
The wrought iron fifth wheel is of large diameter. All wood used in the frame and 

deck is of the very best thoroughly seasoned hardwood. 


Weight — 
273 pounds. 
Dimensions 
Length: of ‘Top. 2 i Gina ree eee 0 oS cae eee Sfts-6.1m: 
Width: of Tops [2252 S580 05 Ba Ca aera ou a oN ot Sa eee 3 ft. 
Height ‘above floor) .58 gia se ieee ee ee Oey ee ae 2 40-340 
Diameter ‘of Wheels oes) huge fs a Se 22 in 
Face of Wheelie: "5. 20 sven eee se aeay Ge ers eae Ee et ene ae 2 in 
Diameter of Axle;at: Béatny. ©. ccs ee se OS ee ee 11% in 








American No. 2 Spring Platform Pipe Wagon 





This wagon is designed for handling small pipe from the press or elevator to the dry floor 
or kiln, or for general use about any clay plant. 


Capacity — 
1,000 to 1,500 pounds. 
: Specifications 
Details of Construction — P 
All wood used in the frame and deck is the best obtainable seasoned hardwood. The 
wheels are of our latest improved pattern, with oval steel spokes, cast iron rims and 
hubs. They are equipped with pressed steel caps and cage roller anti-friction bearings. 
This construction makes the wagon run very light when well loaded. 


Weight — 
475 pounds. 
Dimensions 

Renoth: of elattoran ! 302g cae AA She peor pet ac aaty eee an cls ene a ae 8 ft. 
VEN fa vat) Bs C1 o 1a) cs te aian ec oni ae eR oS meng MC aEe by onete nth idee: See oa Nn st ca eee ae 3 ft. 4 in. 
PATHE Lele WWE Ris es ean tig Neon seats esc eds than orca tnt ny aR A «A el Pikes pales a 20 in. 
ACER OM UV HOEIRe setae nL) tan ran cn Neat mar a taeene eet me Rae eo te he ke 2% in. 
SLVAGETS) 02: ra [GRO Ses age ts Megs om oe Preece arated Hecanar ge oy Wee ure <0 Patan 11% in. x 14 in. 
SIZECOEL SPE Ge Co ace ee ine ike a he a ae oe 14% in. wide x 30 in. long, 4 leaf 
Figen GUM DECK ITO OOk pancreas Se CAS Piet puta Ye Rien Gia acs a Gees 26 in. 
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This wagon is designed for handling sewer pipe, tile, hollow ware and other clay products, 
and also for general service in clay or sewer pipe plants. 


Capacity — 
From 1,500 to 2,000 pounds. 


Height Specifications 

The extreme height of thé platform is only 18 inches above the floor level, hence it will be 

found especially valuable wherever it is desired to have the load close to the ground. 

The center of gravity in the loaded truck is kept well down and the possibility of 
overturning it, is reduced to a minimum. 


Details of Construction — 


It is made of hardwood, framed and iron banded on the corners. It is supported by strong, 
forged iron braces. The handle is made of hardwood and is fitted with springs to 
hold it in a vertical position when loading and unloading, and to prevent its dropping 
to the ground. It is provided with a strap loop through which ropes may be passed 
in case it is desired to hitch two or three of the cars together and handle them by mule 
power in tandem form. 
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Wheels — 


The wheels are made with cast iron hubs and rims, and with wrought steel spokes of oval 
section. They are provided with protected steel pin bearings of approved design, 
which make the truck run very light when heavily loaded. 


Weight — 
270 pounds. 


Dimensions 
Height of Deck above flote level so 305 Oi he a eas | Waheed 18 in. 
Bet OR OOM ae oo so ees os Sg a ee ee keen. o7it- 6 in. 
OMG Sey eat or er eg eee Sctt: 
mise OF Prone Wheels: 5350 see coe Soe em ee ne 14 in. x 2% in. 
wae OF Gat Weameele Fi 555 a eal foi eke eB eee eo 15 in. x 2% in. 
Dinter OF Pati WE er, a i a ee 14 in. 
ES OF RIG a Gs Goes wee ee ea era 1 in. x 1) in. 
Distance from center to center of Tread Face of Wheels........................ 2 ft. 51% in. 
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The No. 1 Mule Truck is designed for use about sewer pipe plants and brick yards, and is 
used also extensively in fire-proofing and brick plants where shipments are made by water. 


Capacity — 
6,000 pounds. 


Details of Construction — Specifications 


The woodwork is made of the best selected seasoned hardwood, ironed off in a very | 
strong and durable manner. The wheels are equipped with steel anti-friction pin 
bearings. The truck shown in the illustration is constructed with a hand _ brake, 
which is omitted unless especially ordered. This illustration shows a tongue attach- 
ment for handling brick by hand. When so ordered it can be provided with thills, and 
the illustration shows lugs over which the thills are hooked. 


Weight — 

920 pounds. 
Weight of Shafts — 

100 pounds. 

Dimensions 

Length of Platforsi o. 2.303 ae§ oe en teat eo ape ane Toth Guin: 
Width of Platfotay 5.35. 249) coi ieee 4 ft. 
Height of ends. cous eve oss ee ee ee 2 ft. 8 in 
Height of Platlorm, coy stein er Pe ee eee 2'{t.-6.4n 
Diameter of Frost: Wheeles (isc. eee ee 22 in 
Diameter of Rear Wheeler: 00). 02.308 Na ee 24 in. 
Face of all Wheelss. 00 0c eg ie ik ee 4 in. 
Diameter of Fifth Wheels. ee Pe ne ae ieanuc) We ake ORE era 22 in 
Size of Steel Ales) 77S ee eee ee ee eee cee 11% in. x 11% in 
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This truck was designed primarily as a hand wagon for handling dry or burned hollow ware 
about the factory, yard and kilns. It may also be constructed as a light mule truck and Eo. 
vided with a pair of detachable thills. 


Capacity — 
1,500 to 2,000 pounds. 





Cokeret = Specifications 

This truck is built of thoroughly seasoned hardwood, substantially ironed and thoroughly 
braced and is supplied with large fifth wheel. By means of the end boards at front 
and back the load is carried without danger of falling off. The bracing, axles, wheels 
and all iron work are of heavy design, thereby insuring a strong, durable and con- 
venient truck. 


Weight — 


Weight of Mule Truck with Tongue, 380 pounds. 
Weight with Shafts, 480 pounds. 


Dimensions 
WR On ODES si atone ate ae ata Aca ss abe AINE Ie He Rae UE TR a Deca aI ale igs o's wie se « 3, tt. 
Ly S ype auilol tad Say steneee cet ae a a ae peat eee ne pe ta err RRS no ee gC nee oe re Sete 6: in. 
Pept ol CCK sae Ve: HOOE 2 oor ahs Cat ea short nee Mre emanate eo Lata vase 2 tts -3:in. 
Height of End Boards........... Hoa a ep Seeed atte ears asin ema etgteeres gee eens fe ES eas 2" tt. | 
PY ATBOLEI OLN DCGISe repr cai sc orn Mek oo hy a ene Res Ae teh Ee schist neck ees 22 ein. | 
Be OR COL Eric toes cig ces Ta ea ee ice gh PRD EE SUSE SIEM AD Lee Cr, 2s ww cha o's 2 in. 
ionice vO Ueno ince et Net ee a ee mete ee eee ee kee 5. in: 
SDISINECER- Git AXES With eBeALINeS..an2 vines treet wees ee Mt Men SPR ee eee ee eee 11% in. 
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Sewer Pipe Departm 
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Sewer Pipe Machinery 


The demand for better machinery in modern sewer pipe plants has led to almost a complete 
revolution in the building of this class of clay-working machinery and appliances. 


In these improvements The American Clay Machinery Company has taken a leading part. 
Our machinery has long been recognized as being well designed and exceptionally well built. A 
superior combination of methods, material and workmanship has given our line of sewer pipe 
machinery and appliances a quality which is recognized and which is an assurance of successful 
operation. 


The clay cylinder is ample and is carefully fitted and bolted, being substantially reinforced. 
The shafting, disc rod, connecting rods and pistons are large and made of steel; the valves are ° 
large and of approved type. In a word, each machine is, in every detail, built according to 
high-grade engine practice. Our line of cutters includes both automatic and hand power, and 
we make trucks, rounders, formers, trays, turners, drums and other appliances, as well as any 
dies which may be required. The frames are carefully made of steel, our steel channel lattice- 
work frame being a most substantial setting for this class of machinery. The designing of 
sewer pipe plants for the economical handling of material and ware has been made a special 
study by our Engineering Department and we will be pleased to take up the matter with those 
interested. 


American 52-Inch Steam Sewer Pipe Press 


This press embodies in its construction the results of twenty years’ experience in manu- 
facturing and operating this class of machinery. It is* very heavy and massive in all its details, 
and has been designed especially for the most exacting demands of modern plants, and for 
effective service in making the larger sizes of pipe, such as 24-inch, 30-inch and 36-inch single 
and double strength. 

This press has.a steam cylinder 52 inches diameter with a 60-inch stroke of piston. The 
main steam valve is of the balanced piston type, 434 inches inside diameter. The valve 
cylinder is bushed, and the piston fitted with snap rings, which effectually prevent leakage of 
steam. The live steam connections are 34% inches, the exhaust 3 inches. 

The clay cylinder is 28 inches inside diameter, bushed with sectional cast iron bushings 
%g inch thick to the bottom of the stroke. There is an outside flange on this cylinder, 14% 
inches from the top, which rests upon a finished iron plate which is attached to the 15-inch 
“I” beams that support the press. This supporting plate is made in halves, so that it may be 
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American 52-Inch Steam Sewer Pipe Press 
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slipped into position and bolted together after the press is elevated to its proper position, a 
great convenience in making the installation. 

The steam and clay cylinders are connected with three iron spanners, having finished 
tenons fitting in corresponding mortises in the cylinder heads. Six 214-inch steel tension rods 
bind the cylinders together. 

There are three cold drawn steel piston rods 3 inches in diameter. These are provided 
with stuffing boxes of approved design. 

The hollow core stem, 434 inches in diameter, which supports the cores, and through 
which the knife cutter rod passes, is hung at the top in a three-arm steel yoke attached to the 
cylinder spanners, at a point immediately underneath the steam cylinder. This core stem is 
centered at the lower end by means of corrugated steel arms attached to a ring surrounding 
the. stem, and connected with adjusting set-screws that pass through the clay cylinder shell. 

The clay piston is 28 inches in diameter, 446 inches in thickness, and is fitted with a 
crowning cover, and provided. with three air valves. It is bushed on the outside with a re- 
movable steel ring, and with a bronze bushing in the center around the core stem. 

The disc rod is made of finished steel tubing, and is provided with four adjustable concave 
guide rollers, and two vertical guide bars. The latter are made of 2-inch square cold rolled 
steel, with both upper and lower ends mounted in adjustable bearings. The yoke on the 
lower end of the disc rod is fitted with adjustable brass bushings about the square guide rods. 
By this mechanism the perfect alignment of the disc rod can be maintained at all times. 

The power disc rod controller is operated by a friction-clutch pulley and by a friction 
brake, the levers to both being conveniently under the control of the pressman. 

When the press is to be used for making small pipe, or other light-weight products in the 
making of which rapid action of the disc rod is desirable, we can furnish a combined hand and 
power horizontal controller. When so constructed the change from the power to hand con- 
troller is easily made and the same smooth, rapid action of the press is obtained that has made 
our smaller presses such favorites with the trade. For this combination an extra charge is 
made. We fit this machine with our latest improved knife cutter, belt driven, with twin 
friction-clutch pulleys as shown in accompanying cut. Cutter knives are not furnished unless 
dies accompany the press. An 8-inch steam die locker is furnished with the press, and attached 
to the frame as shown. 

All levers necessary for operating the press are placed convenient to the pressman. 

We can supply with this press two face plates for receiving dies, one for the standard die 
plates used on the 20-inch clay cylinders, including sizes up to 24 inches, the other for 27-inch, 
30-inch and 36-inch dies. 

It is not advisable to use this press without the steel frame. The 28-inch press and 
frame are in consequence always sold together. 
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American 44-Inch Steam Press, with Frame for Second-Floor Delivery 
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American 44-Inch Steam Sewer Pipe Press 
The 44-inch Press is Built in Four Sizes: 


Steam cylinder, 44-inches diameter; 50-inch stroke; clay cylinder 20 inches diameter. 
Steam cylinder, 44 inches diameter; 50-inch stroke; clay cylinder 22 inches diameter. 
Steam cylinder, 44 inches diameter; 62-inch stroke; clay cylinder 20 inches diameter. 
Steam cylinder, 44 inches diameter; 62-inch stroke; clay cylinder 22 inches diameter. 


This type of press is built in a very strong and substantial manner throughout. It is 
strictly a heavy-duty press. Its construction is of the most modern type, great care haying 
been taken ‘to secure rapid operation, correct alignment, suitable provision for adjustment and 
repair of working parts, together with ease of erection. 

The steam cylinder’is designed for a safe working pressure of 150 pounds, with an ample 
factor of safety. It is fitted with three cold drawn steel piston rods, each of which is provided 
with a suitable stuffing box. Live steam connections, 3 inches. Exhaust connections, 21% 
inches. 

The clay cylinder is made in three sections. The upper section is bushed with removable 
rings to the bottom of the stroke of the clay plunger. There is a heavy double flange on the 
outside which rests on the “I”? beams of the frame on which the press is supported. The 
middle section contains the adjusting guides to the hollow core stem. The lower section is that 
to which the dies are attached, and may be constructed to suit any style of die in common use. 
The diameter of our standard die ring, and the number and diameter of die bolt holes, are 
uniform with those in use by most other press-makers, so that dies of other makes can usually 
be attached to this press without alteration. . 

The clay piston is bushed about the hollow core stem in the center with a bronze bushing, 
and is fitted with three air valves and a removable crowning cover. 

The steam and clay cylinders are connected with a cast spanner made in one piece, having 
turned mortises on both ends to fit corresponding tenons in the lower steam cylinder head and 
in the upper clay cylinder flange. Six 34-inch steel rods pass through the spanner and bind the 
cylinders together. This construction insures great strength and rigidity, and at the same time 
maintains perfect alignment of working parts, cylinders, pistons, piston rods and core stem. 

The main steam valve is of the balanced piston type. This gives the operator perfect 
control of the press. A safety lever is connected with the steam valve, so that the steam is 
automatically cut off when the piston reaches the upper end of the stroke. 

The disc rod is made of finished steel tubing. It is kept in perfect alignment by means of 
four concave adjustable guide rolls and two cold rolled steel guide rods, the bearings for which 
are adjustable in all directions. The disc rod is counter-balanced by weights which may be 
varied to suit different sizes of pipe. The weights which are located under the operating floor 
remain constant, and those near the pressman are changed as occasion requires. 

We equip the press with either a vertical controller, bevel geared, as shown in sectional 
view “B,” or with a horizontal controller, as shown in sectional view “G.” In the latter case 
the counter-balances are connected direct with leather belts to the controlling sheaves, without 
intermediate gears. Many prefer the horizontal controller. The counter-balance weights in 
either case are located in the same convenient manner for making quick changes. The speed 
and capacity of a press are largely influenced by the ease of operation and perfect balance of 
the disc rod mechanism. In all of our late machines we have made great improvements in 
these directions by introducing pin bearings throughout. 

Our patented knife cutter is of very superior design, and is made in three sizes for cutting 
single and double strength pipe. The mechanism which actuates the knife is contained in a 
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small circular case or knife stock, attached to the lower end of the vertical cutter rod, and 
located immediately under the die core. When the knife case is set in motion in one direction 
it thrusts the knife through the pipe, and at the same time revolves and severs the pipe. 
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44-Inch Sewer Pipe Press — Sectional View “‘G”’ 


Reversing the direction of the knife stock withdraws the knife. The action of the knife is 
positive. The power cutters are driven by twin clutches controlled by a single lever. When 
the lever is thrown in one direction the pipe is cut, and when in the opposite direction the 
knife is withdrawn. 

We equip all presses with the hollow core stem suspended from above the clay cylinder in a 
three-arm yoke, which is attached to the cylinder spanners immediately underneath the steam 
cylinder. This core stem is centered at the lower end by means of corrugated steel arms con- 
nected with adjusting set-screws. Our regular automatic knife pipe cutter is used with this 
hollow core stem, and is driven by a shaft passing through the core stem, and connected with 
bevel gears to a horizontal pulley shaft at the top. Twin clutch pulleys, with a straight belt 
on one and cross-belt on the other, drive the cutter shaft, as shown in cut of 52-inch press, 
also in sectional view ‘B.” 

Our socket pipe die patterns are all of modern and most improved design, and include sizes 
from 3 inches to 24 inches, single and double strength. Dies from 3 inches to 16 inches may be 
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fitted with both inside and outside bushings at a slight additional price. Dies from 3 inches to 
10 inches are usually attached to a face plate. A die consists of four pieces, the outside shell, 
core, socket former and locking lever. 

Our 7-inch steam die locker is used on the 44-inch presses. It is a very quick and con- 
venient device for locking and unlocking the socket former on dies from 15 inches up. All 
levers necessary for operating the press are located convenient to the pressman. 

The 44-inch presses are furnished with steel frames. This frame is made for delivering pipe 
on the first floor or the second floor of the factory, as may be required. 
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No. 752 Sewer Pipe Press Feeder 
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No. 752 Sewer Pipe Press Feeder 
The accompanying illustration represents the standard design of clay feeder, which we 
manufacture for use in charging the prepared clay into sewer pipe presses. 
Capacity — 


The feeding capacity of this machine is ample for either a 20-inch, 22-inch, or 28-inch press. 
The holding capacity of the storage apron is approximately twenty-four cubic feet. 


Gederaes Specifications 
This is a strong, well-built feeder, the frame work being constructed throughout of heavy 
timbers, on which substantial shafting, gears and iron work are mounted. 
Drive — 
It can be arranged for either right-angle or parallel drive; the one shown in the cut being 
a right-angle drive. 
Shifter — : 
The storage apron operates in either direction, the shifting lever being conveniently placed. 
This double movement is accomplished through a pair of right and left-hand hub 
clutch pinions. By this provision the operator can keep the storage apron uniformly 
filled at all times throughout its entire length. This insures quick charging of the press. 
Supporting Rolls — 
The storage apron is supported by a series of rolls. The four at the receiving end of the 
apron are welded hollow steel tubing, the others are hardwood with steel gudgeons. 
Operator’s Platform — 
The operator’s platform, shown in the lower cut, is so located that the operator can watch 
the accumulation of clay on the storage apron, as well as the movements of the clay 
piston, and thus be in position to obtain the maximum speed of press action. 


Speed Roll — 


The feeder or speed roll is independently driven, and is so placed as to effectively prevent 
clogging of the clay in the Process of charging, and at the same time it greatly accel- 
erates the filling of the clay cylinder, and places the material quite uniformly in the 
cylinder. Many prefer this speed roll to the high-speed feed-belt type of feeder some- 
times employed. 

Pulley — 


The flange driving pulley is 6 inches diameter between flanges, 41-inch face. 


Speed — 
400 R. P. M. 
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Storage Belt — 


' The 24-inch belt forming the bottom of the storage trough may be of standard make of 
either stitched cotton or of rubber. The proper tension of this storage apron is secured 
by means of adjustable take-ups on the rear end bearings so that the apron always 
responds promptly to the operator’s lever. 


Driving Pulley — 


The standard size of the driving pulley is 36 inches diameter, 6 inches face. 


Speed — 
85 R. P. M. giving 130 feet of storage belt per minute. 


Power Required — 
Not to exceed 5 horse-power intermittently. 


Weight — 
3,350 pounds. 
Dimensions 

eRe NON CE OV ries iy oe ace OS ae. Oe ait sos vos Mae SUC AN gree bake eer Oe ares 14 ft. 2 in. 
Bi ROT SAE oe ant ie bate kes gis se wt Ce Leee ikea CES IE eR GAR NB aisles lev ola ® bce 6 ft. 
ACHE OMET SAU eo ais ota 3 vs Phe ats oe ep aeniee: bey eee Aad Meena Ea eae toa bok 5 9 ft. 9 in. 
Pieighe sol neraton.s- Platiorm 005 20s eee Sela ne See, Pe ey ee yedt. 3 in. 
Niche OL rence aC aes eat ae hoes Sow Yee anion ee ee ECT a ROI Ce carts ea tes 24 in. 
Speed aie stormee Delta rs ee cui sas Bea ae De ers eae or ta ahs 130 ft. per min. 
PleigntatOuGpaOr Dele ot oe Ga ie ee a ee eee a Mra ttt Ware ges Pais 5 5's Sito in. 


[240] 











eee 


THE AMERICAN CLAY MACHINERY COMPANY 








American 44-Inch Steam Sewer Pipe Press, 


with Goose-Neck and Semi-Automatic Cutter for Making Brick 
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American 44-Inch Steam Sewer Pipe Press with Goose-Neck and Board Delivery Cutter for Brick 
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Steam Sewer Pipe Press 


Used for the Manufacture of Various Kinds of Clay Products. 


While the steam press was developed and is used extensively in the manufacture of sewer 
pipe in all sizes, it is also well adapted for the manufacture of many other kinds of clay prod- 
ucts, such as drain tile, fire-proofing, hollow building blocks, fire brick, fire clay blocks, paving 
block and building -brick. We make and are prepared to furnish all of the necessary attach- 
ments required with our steam presses for the manufacture of these different kinds of clay 
products. 

When the press is to be used only for making sewer pipe it is furnished with a steel frame 
for mounting, so that the pipe will be delivered on the second floor of the factory, but when it 
is to be used for making brick as well as pipe and other kinds of ware it is furnished with a 
steel frame for mounting, so that the product is delivered on the first floor of the factory. 

Sewer pipe, large drain tile and large sizes of fire-proofing or hollow building block are 
delivered from the press in a vertical position and the different dies for this class of product 
are made to bolt on to the lower end of the clay cylinder. 

When making fire brick, paving block or building brick it is necessary that the column of 
clay be delivered in a horizontal position, and to accomplish this a goose-neck is attached to the 
lower end of the clay cylinder and the dies are made to attach to the goose-neck. Small drain 
tile and small hollow building tile can be made in this way in a horizontal position. For han- 
dling the goose-neck when. not in use on the steam press we use the American No. 741 Goose- 
neck Truck. : 

For cutting the horizontal column of clay we furnish a semi-automatic cutter of suitable 
design for the class or kind of ware being produced. Brick or hollow blocks may be cut on the 
same table. Small drain tile may be cut either on an automatic table or on a hand-power 
cutter. The operator starts the steam press and forces the column of clay through the die and 
out onto the cutting table until it reaches the end of the platens, he then stops the press and 
trips the clutch on the semi-automatic cutter. This puts the cutter in motion and cuts the brick. 
The cutter automatically stops when the cut is completed. The operator then starts the press 
and the column of clay issuing from the die forces the brick over the cutter and off onto the 
off-bearing belt. From the off-bearing belt the brick are taken by hand and placed on dryer 
cars or they may be repressed directly from the off-bearing belt. 

The quality of the ware produced on the steam press is excellent. The capacity of the 
press is, of course, governed by the nature and character of the clay and the size and kind of 
ware being produced and by management. A steam press equipped with a 22-inch clay cylinder 
may be operated at a capacity of from 4,000 to 6,000 bricks per hour or other clay products 
in proportion. 
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This truck is designed for handling the goose-neck which is frequently used in connection 
with a sewer pipe press for making brick and other materials that it is desired to run and cut off 
in a horizontal position. The goose-neck is too heavy to be handled conveniently by hand and 
this truck has been designed to carry it to and from the press. 


Capacity — 
The truck is of ample strength to easily carry a load of 1,200 pounds. 


Specifications 


The truck is provided with a structural iron platform securely riveted and with an upright 
frame and supports conforming to the shape of the goose-neck. It is of the fifth-wheel type. A 
flange near the top of the goose-neck rests upon a corresponding curved angle at the top of the 
frame while the lower horizontal part sets in a saddle on the cross-frame. 


Wheels — 
The wheels are our standard pattern with oval spokes and cast hubs and rims. They are 
18 inches diameter, 2 inches face, with 12 spokes. The tongue or handle is made of 
pipe securely braced and fitted with wooden grips. 


Weight — 
775 pounds. Dimensions 

WORGGI Paseo cc ee ee cts emt maton te eae eine eno te 5 ft: 
PCR OU ROUGE dlln ya arian come eA eL cee he ae aren hs coher aca ra URC go SS 10 ft. 
AALS OV Glee eee ee pment SON ve Ae eee a eaten ta un mer Ac 4 ft. 
et Ue op eee ete a ae SER ME ab eG, as MCI e sa On Ea U  ee RSS Ocits 5 in: 
Height from floor line to bottom of Channel Iron Frame...............0:......... 1 ft. 4 in. 
Distance petween ylubseoeWieels. 2. ae ke ee ee LE , rhein). 
iZzerol Eine isan an ck ODGUG wet tr uy ost ner aes ee en oe gee CN 114 in. 
Diameter ole Wikeel cere Sie an ee eee eimai meee Ree 18 ine 
PiaGe sOle Ces eg aaa or eg ie ys wee Me TS 210). 
(SST See U8 is ae eee 5 ce Siena € AA lee eas SRR ORG Ibn Ain a ee 4 in. 
Dire cols Wileelaerser as rahi, 26 ee ear adanee belt ye eee Sm 134 in. 


Axles 2 inches square by 3 ft. 113% inches long. 
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Sewer Pipe Dies 


We give the construction of our sewer pipe dies a great deal of thought, proportioning 
them so as to give the least trouble possible and to form the pipe with the least waste of time 
and material. We also take the clay we have to work with into consideration and as nearly as 
possible shape the dies to suit this material. We spare no time or expense in machining our 
dies, to get as near as possible perfect working surfaces for the clay to slide on, which is neces- 
sary for good working dies. We study the strength necessary and distribute the material and 
give sufficient weight to insure a high factor of safety and prevent annoying and expensive 
breaks. Pipe spalling, cracking and warping can often be overcome by designing the dies to 
overcome the defects. 





Set of Sewer Pipe Dies 


The accompanying cut shows a set of sewer pipe dies usually sent out with our medium 
size of presses. The set includes all standard sizes from 4 inches up to 24 inches. Larger dies 
are furnished with our larger presses. Our dies are accurately planed and fitted; are unexcelled 
in quality. 





Turner Tray ; Drum Rounder 
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Sewer Pipe Dies 


We make 
Sewer Pipe 
Dies to order. 
The accom- 
panying cuts 


show the 
various parts 
of one of our 

pipe dies. 





Socket Boards 
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Products of our 
Sewer Pipe Presses 


Clay Conduits 





Three, Four and Six-Duct Conduits One, Two and Nine-Duct Conduits 


> 
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Balanced Bow Drain Tile Cutter, for Sewer Pipe Press 


Our Balanced Bow Cutter has been es 
conduits and hollow fire-proofin 


strong, light and serviceable. 


pecially designed for cutting drain tile, hollow block, 
clean cut. 


g. For this class of hollow ware this cutter will be found neat, 


It is well designed, strong, and works free and easy, making a 
This cutting table can be attached to our 44-inch sewer pipe press. It is designed 


with a substantial vertical turned shaft, passing through a bracket guide which is bolted to the 
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side of the clay cylinder of the press and through a guide casting secured to the floor. To the 
upper end is attached a chain or cable which passes over grooved rollers and to which weights 
are attached sufficient to balance the cutter. The wire frame is made of pipe and two sets of 
wire fasteners are provided. The wire frame is mounted loose on the vertical rod, so as to swing 
on same in cutting the ware. The gauge is also mounted on the vertical shaft to gauge the 
length of the ware. The shaft and cutter frame can be raised and lowered at will and are easy 
to handle. 


American Horizontal Hollow Block Cutter for Sewer Pipe Press 


Where hollow blocks, conduit, drain tile and similar ware is made on a sewer pipe press a 
better method of cutting than that usually supplied becomes necessary. For the cutting of this 
class of hollow ware we have designed our horizontal cutter, shown in the accompanying cut. 
This cutter is built in a light, strong and very durable manner, to give an easy movement and 
insure long-continued satisfactory service. The material from which this cutter is built is care- 





fully selected and the workmanship is superior. It consists of a table resting on top of the bal- 
ance or disc rod of the sewer pipe press. This table has suitable adjustable guides for receiving 
a horizontal reciprocating wire frame, having two upright wire bars, to which adjustable wire 
holders are attached. This permits different lengths of ware to be cut. The reciprocating 
frame is large enough to cut one block at a stroke and another at the return stroke without 
returning the wire through the cut. A pallet, or board with cleats, is placed on top of the table 
to receive and handle the larger blocks or tile. 


[250] 














THE AMERICAN CLAY MACHINERY COMPANY 


BUCYRUS, OHIO, U.S.A. 





ment 


Dry Press Depart 





Dry Press Brick Machinery 


In the manufacture of high-grade dry press brick nothing is more essential to success than 
the proper preparation of the clay. It should be carefully and thoroughly ground, pulverized 
and screened to the consistency of flour and should be delivered to the press in practically a dry 
condition, only a small amount of moisture being incorporated with it. 


The prepared clay is deposited in bins directly over a revolving press feeder or over the 
hopper of the press, the press feeder or bin being connected with the press hopper by two flex- 
ible canvas tubes. At each revolution of the machine the automatic charger moves forward, fills 
the molds and withdraws. The top and bottom plungers then move toward each other in the 
mold, subjecting the material between them to an enormous pressure from both top and bottom. 
This double pressure insures a dense, compact brick, containing the greatest possible amount of 
material, and does away with soft centers and stratified texture when burned. Each brick comes 
from the press with sharp, well defined corners, perfect angles and highly polished sides. The 
brick are raised in the molds under pressure and are ejected by the lower plunger. The forward 
movement of the charger pushes the brick upon the table, from which they are removed by the 
attendant to the trucks, barrows or dry cars, and the operation is repeated. 


It is the practice of some factories to set the brick directly into the kiln from the press, 
while others prefer to dry them in an artificial dry kiln before they are burned. While the 
advisability of drying before burning depends somewhat on the nature of the clay, it is generally 
conceded that more uniform results and a more desirable product can be secured if the brick 
are dried. 


The amount of clay that can be successfully compressed into a brick of a given size depends 
largely upon the nature of the clay and the length of time the pressure remains upon the brick. 


In design and construction these presses are built for efficient service. They are simple, 
accurate and substantial, and are carefully constructed and thoroughly tested before leaving the 
factory. 
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American No. 701 Dry Press Brick Machine 
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American No. 70t Dry Press Brick Machine 


This press is the latest development in construction of machines of similar design that have 
been in use many years. It has been strengthened in all its principal working parts by in- 


Gears — Specifications 


All gears are made of an excellent semi-steel mixture and the teeth are machine cut. The 
master gears are made of our standard semi-steel mixture consisting of No. 1 selected 
pig iron with 30 per cent of new crop ends of standard steel rails with a small per- 
centage of Mayari pig iron, which gives a very excellent wearing material and one 
that tests from 36,000 to 40,000 pounds tensile strength. 


Gear Shields — 


The master gears and Pinions are enclosed in suitable steel plate covers to protect them 
from the surrounding dirt and grit and to guard the operators from possible accident. 


Pinions — 


Working into the master gears are open hearth steel pinions with cut teeth, which, in com- 
bination with the hard semi-steel gears, insure smooth running and durability. 


Semi-Steel Parts — 


In addition to the master gears and intermediate gear, the following parts are made of semi- 
steel: Right and left-hand side frames, upper and lower toggles, upper cross-head, 
charger cam and charger arms. 


Open Hearth Steel Castings — 


In addition to the steel pinions, which are cut from open hearth steel blanks, the following 
parts are made from open hearth steel castings: Lift-out rocker shaft and connect- 
ing parts, lift-out rocker arm, lift-out cam, lift-out cam arm, lift-out cylinders, lower 
cross-head and charger cam arm. 


Top Toggle Pin — 


The top toggle shaft has been enlarged in this machine to 74% inches diameter, the largest 
diameter in the previous models being 614 inches. It is forged from open hearth steel 
of from 60 to 80 carbon, which insures good wearing surfaces and great strength. 


Center Toggle Pin — 


This shaft has been increased to 7 inches in diameter and is made from the same specifica- 
tions as the top toggle pin. 
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Lower Toggle Pin — 


This shaft has a bearing throughout its entire length of the cross-head and is made of the 
same materials as the center and upper toggle pins. 


Side-Bars — 


The tension side-bars are of heavy section and are forged from steel that shows a tensile 
strength of 80,000 pounds, with not to exceed 20 per cent elongation in 2 inches. The 
entire pressure is sustained by these forgings and they have been designed of ample 
strength to meet every possible requirement. 


Cross-Head — 


The semi-steel upper cross-head is made from strengthened pattern. The shaft in same has 
a bearing throughout its entire length which makes a very rigid construction. 


Charger Table — 


The charger table is faced with removable steel plate, so that when it becomes worn it can 
be refaced at small cost. This is an important provision in a press working ores or 
sharp silica sand. 


Mold Frame — 


The front section of the mold frame is likewise faced with steel liners to take care of 
renewals. 


Mold Charger — 


Both the top and bottom wearing surfaces of the charger are faced with removable steel 
plates, which serve to greatly strengthen the charger as well as to take care of the 
wear on this important part, as well as obviating the necessity of installing a new 
charger when the surfaces become worn. 


Bearings — 


All bearings are large, and, with the exception of the charger rocker shaft, are babbitted 
with a high grade of bearing metal. The charger rocker shaft is bronze bushed. 


Mold — 


The mold liners are what we designate as soft back steel liners. They can be readily 
removed and replaced when worn. 


Steam Heat — 


The upper and lower mold standards and discharge table are connected with steam pipes, 
so that the molds and pressure plates are steam heated, thereby preventing the mate- 
rials from adhering to them. Most materials stick badly when the die plates are cold, 
but give very little trouble with the steam heated plates. 
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Operating Lever — 


The operating lever is placed at the ri 
and with a single stroke of this | 
and the clutch on the brake is thr 


ght hand of the mold table in a convenient location, 
ever the clutch on the driving pulley is disconnected 
own in so that the machine can be instantly stopped. 


Depth of Material — 


as may be necessary, to secure the proper pressure on the briquettes. 
wheel to the right or left a very short distance 


Gear Ratio — 


The machine is back geared 34.2 to 1, which gives ample power to deliver the greatest 
pressure required for successfully making Dry Press Brick. 


Pulley — 


The press is equipped with a 36 x 814-inch American friction-clutch pulley with 22-inch 
clutch. The pulley is keyed to 


the driving shaft and the latter is supported by an 
outboard bearing in addition to the two bearings in the side frames. 


Weight — 
32,000 pounds. 


Dimensions 
Floor: spave civics ds Sey ee Meee Ge Ee 9 ft. 6 in. widex 8 ft, long 
Extreme height above floor BE se ee 8 ft. 6 in 
Tet Ob NEG ee ee 12 ft. 7 in. 
Width of (oundaie 5 ee ee 8 ft. 111% in. 
Mitt itancnnp ee S £t°S ine 
Distance from center line of Machine to center line of PMO Se ee ee Pe ft. 114 in. 
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American Four-Mold Model ‘‘C’’ Diy Press Brick Machine 
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American Four-Mold Model “C”’ Dry Press Brick Machine 


The 1918 model “C” press shown in the accompanying cut is designed especially for making 
high-grade press brick. 


Rated Capacity Per Hour — 


1,600 brick per hour at speed of 240 R. P. M. of the driving pulley or seven molds per 
minute. 

2,000 brick per hour at speed of 285 R. P. M. of the driving pulley or eight and one-third 
molds per minute. 


34,2 revolutions of the pulley gives one mold of four brick. The machine is usually speeded 
at from 7 to 10 molds per minute. 


Special Features — Specifications 


The press is self-contained, the heavy side frame being mounted on a massive bed plate. 
All parts subject to excessive strain are made of steel. The application of power is 
uniformly distributed upon the frame, the crank shaft and kindred parts by the use 
of two master gears, on one of which is mounted the lift-out cam and on the other the 
charger cam. This is a most valuable feature. In comparison with the earlier models 


over a long period of time. 
Clutch Pulley and Brake — 

It is supplied with a friction-clutch driving pulley and a clutch brake mounted on the same 
shaft and actuated by a single lever. This enables the operator to start or stop the 
machine instantly, with the pressure heads in any desired position. 

Bearings — 

The shaft bearings in the frame are babbitted, are unusually long, and are so arranged that 

the wear can be taken up in the most effective manner. 
Gears — ; 

All gears are of ample proportions for the most severe duty. The master gears are made 
from our semi-steel gear metal, giving great durability and strength. The pinions are 
open hearth steel and both gears and pinions have machine cut teeth. 

Toggles — 


Side-Bars — 
The side-bars are of forged steel, of sufficient sectional area to withstand a tensile strain of 
over 1,560 tons without danger of breaking. The bars are located in such a manner as 
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to serve as guides for the upper and lower cross-heads, thus assuring the perfect align- 
ment of these parts and preventing any of the brick from being thicker at one end 
than at the other, and likewise providing an easy adjustment of the gibs on the cross- 
heads to compensate for wear. 

Ejecting of Brick — 

The method of ejecting the brick from the mold is very simple. The side-bars do not move 
upward with the brick, but only the lower cross-head, thus relieving the machine from 
the extra labor involved with such arrangement. 

Mold Frame and Liners — : 

The construction of the mold frame is a great’ improvement over designs heretofore 
employed. By it the liners can be removed in a very few minutes’ time, whenever it is 
necessary to change the size of the mold or to renew the liner plates. The adjustment 
of the liner plates is regulated entirely from the outside of the frame, the molds are 
easily accessible, and the entire design is of the most convenient and substantial char- 
acter. The liners may be reground when worn without enlargement of the mold 
cavities. 

Adjustments — 

The adjustments for controlling the charger, for regulating the depth of material in the 
mold, and for maintaining the lower pressure plates level with the table, are of the most 
improved type, and are the result of long experience in designing presses of this char- 
acter and in operating them in brick manufacturing establishments. 

Charger — 

The charger has an extra long throw, and is equally well adapted to the Roman size brick 
as to standard size. It is also arranged so as not to drag the material to the back end 
of the mold, but distributes it evenly, which insures equal density throughout the brick. 

Pressure — 

The press is constructed so that the upper plunger dwells on the brick under pressure the 
longest possible time, thus assuring a perfect bond. Another important feature that 
this press embodies is that it does not press the material simultaneously from the top 
and bottom, but alternately, which insures the expulsion of the atmosphere from the 
brick. It also moves the brick in the mold box under pressure, which not only insures 
a finer polish, but prevents any seam or weakness around the middle of the face of 
the brick. 

Driving Pulley — 
This press is equipped with an American friction-clutch driving pulley, 36 inches diameter, 
8 inches face, with 22-inch clutch. 
Speed — 
Speed of driving pulley for a capacity of 1,600 brick per hour, 250 revolutions per minute. 
Power — 
Power required, 15 to 25 horse-power. 
Weight — 30,060 pounds. 


Dimensions 
CE BOO 2 eee ee hy en ee eer ese Cee et Oa. Wiae by 8 ft. long 
Pexteeme aicipiity above: dloon Une! a." Mime ren Se a one a ee ee Pet 8 ft. 6 in. 
ent OLuOUNdBuOn eee ae a. t hy end Wares ye nee Wg Gk See A i2-ft- 7 in: 
MACE AGEMOUNGAON sda cote ys ns we awa areue ean ae Moa om eek ea 8 ft. 111% in. 
PAE RUUNAOF NOUNRU AIOE 8 foot aia as ta eee eee ae eines CP Ee silo weit Debts <8 in. 
Distance from center line of Machine to center line of Pulley................... 4 ft. 114 in. 
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American No. 599 Six-Mold Dry Press Brick Machine 


This machine is designed for the manufacture of dry press clay brick, fire brick and sand- 
lime brick, and can also be used for making a limited number of ornamental shapes. 


Rated Capacity per Hour — 
This machine, speeded at 200 R. P. M., gives eight pressures per minute and a capacity of 
2,880 brick per hour. Capacity per hour is dependent upon the speed at which it is 
operated, as indicated above, and the usual range is from 2,300 to 3,600 brick per hour. 


Specifications 
Design Result of Long Experience — 

This press is built in such a substantial manner that it will stand many years of hard 
service, at the same time turning out an excellent product. It is the result of a long 
period of practical experience in designing and operating machines of this type. It is 
constructed on the simplest possible lines, and all its parts are readily accessible and 
easily kept in repair. 

Pressure on Brick — 

The mechanical movements of the press are such that the full pressure is maintained upon 
the brick for a maximum interval. This result is accomplished, however, without loss 
of time or diminution of capacity. Thus brick are produced that are perfect in form, 
of uniform consistency, and without a flaw, seam or granulation in any part. 

Starting and Driving Mechanism — 

The machine is supplied with an American friction-clutch pulley, with clutch brake mounted 
on the same shaft, both being actuated by a single lever conveniently located at the 
right of the mold table. This enables the operator to start or stop the machine 
instantly, and gives him complete control over it at all times. 

Stresses Not on Frame — ; 

The stresses incident to the pressing of the brick are borne by two massive forged steel 
tension bars. These side-bars not only actuate the lower cross-head when the brick 
are being pressed, but they also serve as guides for both upper and lower cross-heads. 
The gibs on both cross-heads are of ample length, and, as both slide up and down on 
the same bars, it is evident that the plungers are kept in perfect alignment and in 
perfect register with the mold at all times. 

Toggle Movement — ; 

In this machine the pressure is applied by means of powerful toggles, accurately finished 
and of abundant strength. The mechanism is so arranged that the wear comes on the 
bottom of the three toggle shafts, thus making perfect lubrication possible. 

Ejection of Brick — 

The method of ejecting the brick from the mold is such that the side-bars, toggles and 
upper cross-head do not move upward with the brick, the lower cross-head only being 
lifted to bring the brick flush with the top of the mold. 

Mold Charger — 

The mold charger is arranged with separate side guides, which serve the double purpose of 
relieving the wearing action of the charger on the mold table and of preventing any 
chattering or vibrating while the bricks are being pushed out onto the mold table. 
This feature will be greatly appreciated by all experienced users of vertical presses. 
The charger is driven and timed by a cam mounted on the master gear. All parts 
actuating it are readily accessible from the rear of the machine, enabling the operator 
to remove the charger in a very few minutes should this at any time become necessary. 
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American No. 599 Six-Mold Dry Press Brick Machine 
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Destruction of Mold Box — 


The mold box is so designed that the liners can be removed and renewed in the shortest 
possible time. The adjustment of the liners is regulated entirely from the outside of 
the frame, the work being easily and quickly done. This is a very valuable feature, 
and one that will commend itself to all practical brick-makers. The mold liners may 
be reground and replaced without any enlargement of the mold cavities. 


Adjustments — 


The several adjustments of the press are easily made. The thickness of the brick can be 
changed in a few moments’ time. The lower die plates can be made flush with the 
mold table by the simple operation of adjusting a right and left-hand nut located on 
the ejecting bar outside of the frame of the press and readily accessible. It will be 
noted therefore that these adjustments are peculiar to this machine, and are of great 
value to the practical operator. 


Bearings and Gearing — 


The bearings are long, of large diameter, and arranged so that the wear can be taken up in 
the most effective manner. The main gearing is massive and well adapted to driving 
the heavy steel crank shaft which is connected by a pitman to the toggle mechanism. 

. Frame and Bed Plate — 

The press is self-contained, and provided with a heavy and substantial main bed plate on 
which the side-frames are mounted and securely bolted. The side-frames are so made 
that the operator can readily reach the rear of the cross-head to remove the upper 
pressure plates when necessary. 

Driving Pulley — 


The machine is equipped with 42-inch x 1044-inch American friction-clutch driving pulley 
with 18-inch clutch. Gear ratio, 25 to 1. 


Speed — 


Speed of driving pulley approximately 200 R. P. M., according to the capacity desired and 
the character of the work. 











Power Required — 


Power required to operate this machine is approximately 20 H. P. When operated at a 
higher speed than 200 R. P. M., the horse-power increases proportionately. 


Weight — 
26,428 pounds, including one standard mold. 


Dimensions 
Floor space. - cic nj s6 tau eee we ge Mewes 9 ft. 10 in. wide, 8 ft. long 
Height over all above foundation.............................. Pie hie iss Stig aire 8 ft. 
Projections below foundaion v.00 gs Ne 14 in 
Length ‘of foundation Overt gin oe AB ees rs GR 
Width of foundation OVE MIG sc eanr ug Gt Ofte, 
Depth of foundation. 7 ait sei ese ae 6 ft. 4 in 
Length from center of Driving Pulley'to center of Machine -00. 8 00 Sit 
Length from center of Machine to center of Outboard: Bearing 30) Os 2 6 ft. 3 in 


[261] 








THE Ab AMERICAN CLAY MACHINERY COMPANY 





American No. 1 Agitating Clay Feeder 
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This machine is designed for mixing and feeding clays, sand, etc. As a feeder for dry 
presses it is excellently adapted, serving also as an equalizer or overflow receiver to take care of 
the irregular supply of material from the grinding machinery and screen. In this way the press 
hopper is always kept filled. 

Rated Capacity Per Hour — 


Ample for a capacity of 1,600 to 2,000 brick, or, in other words, for model ‘C’’ press. 
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How Installed — Specifications 


This feeder is mounted immediately above the brick press and the two feeding tubes from 
the press hopper are attached direct to the two 8-inch pipe flanges in the base plate 
of the agitating pan. 


Construction — 


In construction the machine consists of a large steel pan or tub having two openings in the 
bottom through which the material passes to the press. In the center of the tub is a 
vertical shaft to which is attached a heavy arm operating a drag which contains the 
agitating device. This drag consists of a horizontal knife bar, vertically adjustable on 
the center shaft, provided with a series of steel blades on the under side. This knife 
bar revolves with the shaft and adjusts itself to accommodate the amount of material 
in the machine. 


Operation — 


The machine is made entirely of iron and steel, and is simple, strong and durable. The 
materials to be mixed are spouted into the machine near the center, and by the action 
of the agitating blades they are thoroughly mixed and at the same time gradually 
move toward the discharge openings. 


General — 


The shafts are steel and all bearings are long and well babbitted. The feeder is back 
geared four to one. Each machine is erected complete and thoroughly inspected in our 
factory before shipment. 


Driving Pulley — 


The machine is fitted with tight and loose driving pulleys, 30 inches-in diameter, 6 inches 
face. When desired a friction-clutch pulley can be substituted. ; 


Speed — 


The pulleys are ordinarily run at from 40 to 60 R. P. M., according to capacity desired. 
Speed of agitating shaft 10 to 20 R. P. M. 


Power — 


The power required to operate this machine is approximately 5 H. P. 


Weight — 
1,728 pounds. 
Dimensions 
Length einer eee TNS SS ok eee ieee io eek ik Nae es ee eee Sf6.67in 
Width. «os 5as ceaeies os Reena py ie etn UU eR ee ee re 4 ft. 
Height...) Fs, eieihe iar cereus ese eg a gee ee 4 ft.-3 in. 
Size Of: Panis goatee eee ae ee 48 in. diameter, 24 in. deep 
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American No. 7 Hand-Power Screw Press 


A hand-power press is a valuable and convenient 
machine to have about a plant. It can be used oh short 
runs or special sizes and in the general work of the plant. 

Our No. 7 Screw Press is adapted for pressing granu- 
lous clay into dry press brick, fine floor tile, mantel tile 
or fancy shapes. This press is furnished with a long 
handle, fitted with adjustable weight balls, which makes 
operation easy, no matter what size of ware is being 
pressed. An ingenious device discharges the tile when 
the screw is run up. The planed surfaces of the upper 
side frame are bolted to the base casting, which is planed 
to insure a perfect joint. Heavy steel tie-rods add to 
the strength of the press. 

The mold box has a depth of 4 to 8 inches, as may 
be ordered, according to requirements. Largest mold 
that can be used is 12 inches square. All molds are 
carefully made to the exact size and design as ordered. 

Floor space, 2 x 3 feet; height, 6 feet 6 inches; height 
to top of table, 32 inches. 

Weight, 2,400 pounds. 


American 
No. 172 Briquette 
Press 








The American Briquette Press is adapted to the manufac- 
ture of small sample dry press brick. The frame is a substantial 
one-piece casting carefully machined. The pressure is applied by 
a lever acting in connection with a toggle. The depth of mold is 
adjustable and the one lever ejects the brick when pressed as 
well as applying the pressure. The capacity is limited to the 
speed of the operator. Good samples can be made on this press 
and the pressure plates can be lettered with name of the com- 
pany or trade name of the brick, thus making a good advertise- 
ment. 

The press is 14 inches wide, 18 inches long, and 5 feet high, 
including the lever. Size of mold, 314 inches by 134‘ inches. 
Size of clay hopper, 7 inches diameter; depth, 6 inches. 
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The Roofing Tile Industry 


Clay as a roofing material is of by no means recent origin. The earliest history of civiliza- 
tion finds a clay-covered thatch as the roof of even the most primitive habitation. It is only in 


perfection. The earlier history of this country found roofing tile inadvisable for use. Though 
this roofing material has been in use in foreign countries for centuries, the cheaper material to 
be had here in abundance prevented the use of tile. Demand has placed the wooden shingle out of 


has a clay which will make a good roofing tile is particularly fortunate. There is a ready . 


demand for good roofing tile at a good price and the manufacture is removed from the closer 
competition which exists in the marketing of some of the other clay products. The equipment 
of a roofing tile plant is not extensive, though the handling of the product must be carefully 
looked after to insure a first-class article. On the quantity of products depends the size of the 


logue the necessary machinery and appliances to exactly meet your needs. In the making of 
clots or blanks for pressing into tile, our heavy auger machinery can be used with almost an 
unlimited capacity, or some of the smaller and slower machinery can be installed. In presses 
there is the same range from heavy machines of large capacity down to the hand-power presses. 
In other machinery there is a similar range. If it is desired to add a roofing tile branch to an 
already established clay plant or to change a plant to the manufacture of roofing tile, it is prob- 
able much of the present equipment can be used. If you are interested in this branch of the 


showing just what can be done with your clay. 
Correspondence is solicited and will receive prompt attention. 
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Clay Shingles 


Mission Tile 





Spanish Tile 


Roofing Tile Designs 


While there are a number 
of standard styles of roofing tile, 
clay shingles, finials and crest- 
ings, there are also a number of 
specials in the trade. Some of : 
these cannot be made by ma- No. 2 
chinery, but are strictly hand- French Inter-Locking Tile 
made shapes. Where it is pos- 
sible to make a design by machinery we can supply the machines and appliances best adapted 
to the work. We can ‘also supply any dies wanted for any standard or special shapes. The 
designs here shown are only a few of many, and in addition to roofing tile and clay shingles 
they show finials, crestings and hip rolls. Correspondence is solicited relative to machinery, 
methods and other particulars regarding the manufacture of roofing tile. 
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The Manufacture of Roofing Tile 


We have received numerous inquiries regarding the equipment of a roofing tile plant, cost of 
buildings, machinery, operation, etc. While we build a complete line of machinery for manufac- 


roofing tile that it will be found advisable to so design and equip the plant that the capacity can 
be increased without disturbing the initial plant. As in the manufacture of other clay products 


or second balling machine, from which it is delivered directly to the tile-making machine, or to a 
machine which forms the clots to be repressed if interlocking roofing tile is to be manufactured. 
For the equipment of a modern and model plant we recommend the following machinery: 
Four clay cars, one winding drum with cable, one dry pan, one screen, one wet pan, two 
taper tub pug mills, two automatic cutters for cutting balls, necessary elevators and conveyors 
to handle the material as near automatically as possible, two auger machines (one fitted with 
dies and cutters to manufacture ““S”’-shaped tile and clay shingles, the other fitted with dies and 
cutters to manufacture clots to be repressed into interlocking tile, hip rolls, valley tile, etc.); also 
dies for sagger tile, which would be used in setting the roofing tile in the kilns for burning; one 
large press fitted with two sets of dies for interlocking tile, one small press fitted with four sets 
of dies for making hip rolls and valley tile, to be used with interlocking tile, “S’’-shaped tile 


There would also be required a number of plaster molds for making crestings and finials. 
These are made by hand, being generally too large to make in a press. These plaster molds are 
made as required and additional molds or dies may be made for the presses or machines, as may 


The small press should also be fitted with one die for making the bottom “S”’-shaped tile. 
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be required according to the size or design of the tile or shingle to be manufactured. A modern 
plant should be fitted to make a large variety of tile, hip rolls, crestings, finials, etc., but the 
demand will regulate the number and kind of molds and dies required. 

For drying the tiles and shingles we recommend the use of a tunnel dryer. By this system 
the tile are placed on pallets and loaded on steel rack cars at the press or machine, and are 
placed in the tunnel for drying. After the tile are dried the cars are transferred directly to the 
kiln, where the tile are set, ready for burning. This system eliminates considerable handling 
and saves damage to the tile. For heating the dryer a steam coil heater could be used, and it 
should also be arranged to utilize the waste heat from the cooling kilns. In this way it is pos- 
sible to dry the tile at the least possible cost, and at the same time give a fixed daily output 
of dried ware ready to be set in the kiln for burning. For burning tile it will be found advan- 
tageous to use a substantial down-draft kiln of the most improved type, calculated to save fuel 
and to give a uniform burn in order to produce the ware of uniform color and texture. To 
operate the plant we recommend the installation of a high-grade economical engine of 175 
horse-power, and two high-grade boilers, each of 150 horse-power. This will give sufficient 
steam for operating the engine and also for the dryer. This power plant is of greater capacity 
than would be required for the first installation, but anticipating an increased demand and the 
advisability of installing additional machinery later on, ample power to provide for increasing 
capacity is recommended. The construction of the dryer is such that it can be readily increased 
when it is found advisable to increase the capacity of the plant, and aiditional kilns can be 
erected at any time extensions may become necessary. 

This model plant would have a capacity of 40 squares of interlocking tile and 20 squares of 
clay shingles per day, together with the necessary hip rolls, valley tile, crestings and finials. The 
arrangement of the machinery should be such as to reduce the cost of production to the mini- 
mum. The demand for roofing tile and the price is such that clay workers would find it a 
profitable investment to produce this popular building material. Your clay can be tested in our 
testing room and samples of the burned tile sent for your inspection. 

The equipment here mentioned is for a large plant, but should not be construed to be a 
suggestion as to the minimum capacity which we recommend. As in other branches of the clay 
trade, the plant can be made of any capacity, and we supply machines for greater or smaller 
capacity than the one outlined. Our range is from hand-power to the largest plants. Corre- 
spondence on this or any other subject pertaining to clay products is invited. 
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The American Roofing Tile Presses are designed for making roofing tile in various 
shapes and sizes; also suitable for making plain crestings, hip rolls, ridge rolls, etc. The machine 
is substantially built in every detail, and its operation is smooth, quiet and easy. The machine 
is designed for two operators, one stationed on each side of the machine to operate the mold 
tables. 

A set of molds for this machine consists of three parts, two of which are duplicates and are 
attached to the mold tables. The other piece is attached to the upper cross-head or plunger. 
The mold tables are provided with ball bearings where they slide in onto the face plate, or bed 
plate, of the machine, and when under pressure these mold tables are at rest on the bed plate. 

The operator places a clot of clay onto the mold and slides the mold table onto the bed 
plate under the plunger. After the tile has been pressed he draws the table toward him, per- 
mitting the operator on the opposite side of the machine to enter the mold table from that side. 
Operating in this manner a tile is pressed at each revolution of the machine. When the opera- 
tor draws the mold table toward him it is supported on a steel shaft, which also acts as a pivot 
upon which to turn the table. The operator places a pallet on top of the tile as it is pressed in 
the mold, and then tips the mold table over so that it is upside down. This deposits the tile 
upon the pallet. The mold table is then turned back into position and is ready to receive 
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another clot of clay to be pressed. The mold table is provided with a guide and with a stop, so 
that it is readily pushed onto the bed plate and stopped in the correct position so that the molds 
are in register. : 


The upper cross-head has an adjustment to accommodate various thicknesses of molds. The 
machine has a stroke of 10 inches, and when the upper cross-head is down at the lowest point 
there is a distance of 1014 inches between the mold table and the face plate of the cross-head. 
This permits the machine to accommodate molds for hip rolls and similar pieces. 


Molds — 


The Roofing Tile Press may be furnished with cast iron molds made to suit the design and 
size of the tile or other articles to be pressed. The molds are always made special, 
according to the design, and the prices are made accordingly. The press may 
also be furnished with cast iron frames for attaching molds made of plaster of Paris. 
In many clays the plaster molds give better results than the metal molds. The molds 
for this press consist of three pieces, two to be attached to the mold tables, and one piece 
to be attached to the upper plunger or cross-head. 


Rated Capacity Per Hour — 


The capacity of the machine is governed by the speed at which the machine is operated, 
the size, design and kind of ware that is being pressed, and by the ability of the 
operators. Two operators, with their helpers, working under the most favorable con- 
ditions should be able to press three hundred pieces per hour. 


Main Frame — Specifications 


The main frame is a heavy one-piece casting, carrying all of the shaft bearings and support- 
ing the guides for the upper cross-head. This frame is made heavy and substantial 
and supports the mold tables when pressure is being applied to form the tile. 


Shafts and Guides — 


The crank shaft is forged steel, the driving shaft and the shafts upon which the mold tables slide 
are steel. The steel guides are inserted in bored holes in the frame, and firmly held in 
position. The top ends of the guides are drilled for oil cups and oil passages for 
lubricating the guides. 


Bearings — 
The bearings are all well babbitted with the best metal for the service required. 
Gears — 


The gears are cast American gear metal. All gears are covered with sheet steel guards. The 
master gears are cast with counter-weights, to permit stopping the press on the up stroke. 


Connecting Rods and Crank Pins — 


Double connecting rods are used on each side of the machine to connect the crank gear 
and the upper cross-head. The connecting rods are fitted with split bearings and pro- 
vided with safety springs to equalize the pressure when the clot of clay may be more 
than is required to fill the mold. 
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Mold Tables — 


The mold tables are fitted with ball bearings where they slide in onto the bed plate, and 
they are supported on a steel shaft when they are drawn out from under the upper 
cross-head. These mold tables are operated by hand, and are so equipped that they 
will operate very easily. They are provided with guides and stops, which permit ready 
operation and make it possible to place the mold in register with the upper cross-head 
without difficulty. 


Upper Cross-Head — 


The upper cross-head is provided with an adjustable pressure foot with a hand wheel and 
lock nut for operating the adjustment and regulating the distance between the top of 
the mold table and the upper pressure foot to suit the height of the mold used. The 
maximum distance between the mold table and upper pressure foot is 201% inches. 


Driving Pulley — 


The machine is furnished with a friction-clutch driving pulley, 


Dimensions 

No. 39 Press = —No. 46 Press 
Size of Mold Table! os oe es ae 22 in. x 20 in. 14 in. x 12 in. 
Diameter of Crank Shaft. oo ee a 4 in. 31% in. 
Diameter of: Driving Shatt) 2 5 se Pe ee | 21% in. 241% in. 
Diameter of Mold Table Shaft.-.............................. 2 in. 134 in. 
Diameter of Guides for Cross-Head............................ 31% in. 3 in. 
Length of Crank Shaft Bearings............0..00000 12 in. 10 in. 
Length of Driving Shaft ROENO ie oa re ee 8 in. 6 in. 
Diameter of Master Gtang (oe er RO ae 3134 in. 22 in. 
Diameter of Drfving Pintomicc 7c ees 85 in. 614 in. 
Face of Geateec UG ne ee a ee ee 4 in. 3 in. 
Pitch of Geate. "cons ee ee ee Ue 134 in. 114 in. 
Ratio of Gears. 7-3) Sie ee ee a et 3.9 to 1 3.5 to 1 
Diameter of-Connecting Mode. 250 ee es 15 in. 114 in, 
Diameter of Crank Plage) 0.5 3.0100 oe 314 in. 234 in. 
Adjustment of Upper Cross-Head............................. 6 in. 5 in. 
Size of Driving Patleycu) 3. a.0 ets oe ee ae 36 in. x 8 in. 24 in. x 6 in. 
Speed of Driving Pulley (0053 ee 25 to40 R.P.M. 20 to 35 R.P.M. 
Power required... ieee Orgran  e ee 5 to 10 H.P. 3 to:7. HP: 
Height overall su we gated eain ar eee h es idtecS ing 5 ft. 7 in. 
Width: over all. (in ge eg een ee ee Pte asin 5 ft. 8 in. 
Length over’ all 0) lamps ee gee Pee ee 7 ft. 8 in. 5 ft. 9 in. 
Distance from center of Machine to center of Driving Pulley .?..... 3 1t-3 inc 2410: Fin. 
Height from floor to center of RVing Pulleys 3 NS 2 ft. 1 ft. 5 in. 
Height from floor to top of Table............................, 3 ft. 8 in. 2 ft. 9 in. 
Distance from center of Machine to center of Driving Shaft....... 1 ft. 8 in. Ext Pin: 
Weight without: Molds’: (3) 245 7 Gis gaa > bg ae 5,870 lbs. 3,148 Ibs. 
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The American No. 47 Roofing Tile Press is designed for making roofing tile in medium sizes, 
operating by hand power. The machine is substantially built in every detail, and its operation 
is very simple. The machine is designed for three operators, one stationed on each side of the 
machine to operate the mold tables, and one to operate the plunger to press the tile. 

A set of molds for this machine consists of three parts, two of which are duplicates and are 
attached to the mold tables. The other piece is attached to the upper cross-head or plunger. 
The mold tables are provided with ball bearings where they slide in onto the face plate or bed 
plate of the machine, and when under pressure these mold tables are at rest on the bed plate. 
The operator places a clot of clay onto the mold and slides the mold table onto the bed plate 
under the plunger. After the tile has been pressed he draws the table toward him, permitting 
the operator on the opposite side of the machine to enter the mold table from that side. Oper- 
ating in this manner a tile is pressed as rapidly as possible by hand power. When the operator 
draws the mold table toward him it is supported on a steel shaft, which also acts as a pivot 
upon which to turn the table. The operator places a pallet on the tile as it is pressed into the 
mold, and then tips the mold table over so that it is upside down. This deposits the tile upon 
the pallet. The mold table is then turned back into position and is ready to receive another 
clot of clay to be pressed. The mold table is provided with a guide and with a stop, so that 
it is readily pushed onto the bed plate and stopped in the correct position so that the molds are 
in register. 

The mold tables are 14 inches long and 12 inches wide. They will receive a mold for a 
medium size roofing tile. The upper cross-head has an adjustment of 5 inches to accommodate 
various thicknesses of molds. The machine has a stroke of 8 inches. 


Mold — 
The No. 47 Roofing Tile Press may be furnished with cast iron molds made to suit the 
design and size of the tile or other articles to be pressed. The molds are always 
made special, according to the design, and the prices are made accordingly. 
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The press may also be furnished with cast iron frames for attaching molds made of 
plaster of Paris. In many clays the plaster molds give better results than the metal 
molds. The molds for this press consist of three pieces, two to be attached to the 
mold tables and one piece to be attached to the upper plunger, or cross-head. 

Rated Capacity Per Hour — 

The capacity of this machine is governed by the size, design and kind of ware that is being 
pressed, and by the ability of the operators. Three operators, with their helpers, 
working under the most favorable conditions, should be able to press one hundred 
pieces per hour. 

Mutiy ‘Sega Specifications 

The main frame is a heavy one-piece casting, carrying all of the shaft bearings and support- 
ing the guides for the upper cross-head. This frame is made heavy and substantial, 
and supports the mold tables when pressure is being applied to form the tile. 

Shafts and Guides — 

The forged steel crank is 34% inches diameter and the shafts upon which the mold tables 
slide are 134 inches diameter. The hammered steel guides for the cross-head are 3 
inches diameter. These steel guides are inserted in bored holes in the frame, and firmly 
held in position. The top ends of the guides are drilled for oil cups and oil passages 
for lubricating the guides. : 

Bearings — 

The crank shaft bearings are 10 inches long. These bearings are all well babbitted with 

best metal for the service required. 
Connecting Rods and Cranks — 

Connecting rods are used on each side of the machine to connect the crank and the upper 
cross-head. These are made of flat bar steel 1 inch thick. The two cranks have a 
stroke of 8 inches and are provided with counter-weights to permit stopping the press on 
the up stroke. The operating lever is 4 feet long. 

Mold Tables — 


provided with guides and stops, which permit ready operation, and make it possible to 
place the mold in register with the upper cross-head without difficulty. 
Upper Cross-Head — 

The upper cross-head is provided with an adjustable pressure foot, 12 inches wide, 14 inches 
long. It is provided with a hand wheel and lock nut for operating the adjustment and 
regulating the distance between the top of the mold table and the upper pressure foot 
to suit the height of the mold used. The maximum distance between the mold table* 
and upper pressure foot is 1814 inches, and there is an adjustment of 5 inches in the 
upper cross-head. 

Weight — The weight of the machine complete, without molds, is 2,000 pounds. 


Dimensions 
Height over all. 30s nih deve es eee g ge Soft. iin: 
Width over all. icons i aGsan We aepetst ie tame se ee ee 3 ft. 4 in. 
Length, over-all; i. is iWin egies sacpes le ee 7 ft. 0 in 
Height from. floor $6 top of Table. eavaccuc 2-ft. 9 in 
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This cutter is adapted to cutting, punching and trimming roofing tile, or clay shingles, and is 
designed with a removable top and clamp so that a variety of shapes, sizes, and lengths can be 
cut by providing suitable tops and clamps. The under frame can be raised and lowered to suit 
conditions and between the under frame and carriage there is a roller frame allowing the car- 
riage to be easily moved by a tender bar of clay, although a spring is provided to assist this 
movement. The carriage is returned and held in position by means of a foot lever while the 
clay is running onto the table. 

Four uprights form guides for a light square frame carrying the clamp, cutting wires, 
trimming knives and punches. This cutting frame is operated by a balanced lever connected to 
it by a link, and the whole operation of cutting, trimming and punching a tile is done at one 
stroke. 

An oil pan and roller is provided to lubricate the tile before it passes over the table, and 
to, this oil pan an apron is attached to support the column of clay between the die and the 


carriage. 
: Maximum ‘size of roofing tile or shingle, 16 inches wide x 1634 inches long. 
Capacity — 

This cutter cuts one tile or shingle at a stroke and capacity depends upon the operator. 
Weight — Weight, 500 pounds. 

Dimensions 

APOE VEE GALL sates RS tc cts hese eae ne ee Gee LT ia ig Se a sean SEC er BON en 5 it; 3° in. 
Nee i Sets ee rete cere? ya Bade Wie nay Gare ve ee nena s Se Une aH aa ae aoe 8 Sits ‘6. 1n. 
ME hc eto 5 eS Seka ihe Nae CHEN Eola SPRERO EEL AD AALS sae oe 4 ft. O in. 
IO Set ek uy ise See vee oi evap st HEAD eae WORE aay diee ye es 23 in. 
Mere tei StI Cites pot ee iin eee anes eas way bas stags ge eae Rg we Sid ay eik o's Aiafscete i064. 00 6 in. 
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in character there is no uniformity in the capacity which can be obtained from a filter press on 
different materials. In some materials the liquid passes freely through the solid matter as it 
forms on the filtering surface, so that the separation is very rapid even up to the time the press 
is completely filled. In others the resistance is rapidly increased as the solid material is 


separated. 

Long experience in designing and manufacturing clay-working machinery, and a thorough 
understanding of its details, enables us to produce clay-refining machinery which is the standard 
of excellence for this class of work. We are prepared to advise our customers as to special con- 
struction. When seeking information, the correspondent should advise: 

First — Whether the liquid or solid portion is desired to be kept, or both, and if the solid 
is to be further dried after leaving the filter press. SECOND — The quantity of material to be 
handled in a given time, and the approximate Proportion of solid matter to be separated from 
the liquid. Tutrp — Whether the liquid to be treated is gritty, dense or limpid, hot or cold. 

In design, material construction and workmanship this line is superior to anything on the 
market. Its excellence is attested by satisfied users. Investigation and correspondence are 
invited. : 
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American Filter Press, Round Form 


This machine is built in six sizes and with either circular or vertical grooves and either kind 
of sack attachment desired. Also with center clamps or hooks, rubber gaskets or without. The 
plates are made wide enough to take in 281% inches; cloths being 30 
inches between rails. The plates will press a cake of clay 26 inches in 
diameter, the standard thickness being 114 inches. In _ construction 
this press is superior. All parts are perfectly fitted, all joints are planed 
or turned up true, and all plates have the best 
possible outlet, which insures free flow of liquid. 
Either long or short supports are put on the 
machine at the option of the buyer. When a car 
is used to receive the clay from the press the high 
pattern is the best, but where the clay is removed 
by hand the standard length legs are generally 
used. The standard sizes of this machine are 
built with the following number of chambers: 
36, 42, 48, 54, 60 and 72. Floor space required 
for seventy-two chamber press: Length of press, 
16 feet 51% inches; length over all, 18 feet; height 
from floor to center of press, 3 feet 1 inch; 
height from floor to top of press, 4 feet 9 inches; 
width over all, 4 feet 6 inches. 








Small Laboratory 
Filter Press 
designed for 

washing small 
quantities of clay 
for trial tests 
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American No. 1 Slip Pump 


This double-plunger geared pump is designed 
especially for pumping slip clay from the agitator 
vats to the filter presses. 


Rated Capacity — 50 to 100 gallons per minute. 


Specifications 


General — This pump is designed to be anchored 
securely to a sufficient masonry foundation. 
The discharge to the filter press is provided 
with a safety valve and over-flow to be used 
when the pressure reaches 150 pounds, which is 
the proper working pressure of the filter presses 
and pump. The valve allows the surplus material 
to return to the agitator vats. 











Installation — In installing the pump it should be 
connected with the main pipe leading to the 
entire series of agitator vats. The discharge 
should be connected to two filter presses with 
the necessary intervening valves, so that the 
pump may be operated on one press while the 
other is being emptied. The pump is constructed 
in the most careful manner throughout, with 
steel pins, steel shafting, forged connecting rods 
and brass wristpin boxes. 








Pulley — Size of tight and loose pulleys, 22 inches 
diameter, 5-inch face. 


Speed of Pulley — 125 to 140 R. P. M. 
Power Required — 2 to 3 H. P. 
Weight — 2,340 pounds. 














A nll Dimensions 
i j Diameter of Receiving Pipe.................. Zin 









es es Diameter of Discharge Pipe................_. 2 in. 
ea eens cuaee File Pump is Back Geared.................. 4° to 1 

, nea Se i a Diameter of Planger ss. (65:2.3.0°0 305) 25 3s 
American No. 1 Slip Pump Length of Strokes a oes ee 10 in. 
Height overiallis orgie te eee are, ole aN eee Sao ete Sree 8 ft. 6 in. 
Height from floor line to center of Drivaig Paley 55 NSS Sin) ye ee Se ee 6 ft. 6 in 
Height from floor to center of iwcharge: Pipes 52/5 eke Foe ee ee 121% in 
Length of: foummaGemy 16 osu ics ol Meus. cbtuy.. ose 6 ft 
Width ‘of toumblation 34075 (Sica 85 oe 2 oe NS Re eg 4 ft. 6 in 
Height of toumibatians Siar er ie al ee Roe ee aa 36 in 
Distance from center to center of got Ber ep rena rae Gir Sie EE ae nate 3914 in 





THE Ab AMERICAN CLAY : (ACHINERY _COMPANY 






Triple Blunger 


The illustration shows the delivery side of a triple machine. It is also representative 
of the single and double sizes which we manufacture. The blunger is used for dissolving clay in 
water by centrifugal motion, and is the first step in the process of clay refining by the filtering 
system. The bottom of the blunger is made of Portland cement, there being no iron bottom in 
the machine. We do not supply the bottoms. The shell is anchored to a concrete foundation 
by means of anchor bolts passed through the four projecting lugs, two of which are shown 
immediately underneath the discharge openings in the front of the cut. The blunger consists 
of a shell 5 feet 81% inches in height and 5 feet in diameter; 814 inches of the bottom may be 
filled with Portland cement. Immediately above this cement bottom the steel shell is lined with 
cast iron plates 15 inches in height, these being designed as renewable wear plates to prevent 
the action of the clay in the bottom of the blunger from wearing out the outside casing. On 
the inside of the top of the shell a large continuous cast plate is bolted, to which are attached 
the uprights carrying the shafting and gears. The main upright shaft has two bearings with 
bevel wheel on the upper end. A collar above the lower bearing sustains the weight and thrust 
of the gear. The vertical shaft is provided with gates or wings, consisting of three 14x 2-inch 
horizontal arms clamped to the shaft, to which are fitted vertical wrought iron slats. The two- 
end blungers are provided with discharge gates from which the floated clay or slip is thrown off 
through open channels to the agitator vats. The diameter of the pulley and pinion shaft is 27% 
inches. Size of friction-clutch driving pulley, 48 x 12 inches; gearing, 5 to 1; 160 revolutions of 
shaft give 32 revolutions of blunger shafts. The capacity is regulated entirely by the readiness 
with which the clay dissolves in water. It is customary to install the blunger machine above 
the level of the top rim of the agitator vats. This permits of a gravity discharge from the 
blunger machine to the agitator vats. 
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Plunger Machines and Their Use 


In addition to the manufacture of common building brick, Plunger Machines are used for 
making a variety of the other clay products. By handling the brick carefully and drying them 
upon pallets, a very fine quality of face brick can be secured without repressing. These brick 
are well adapted for facing up fine fronts, and can be sold at an advanced price over common 
brick, although it costs no more to make them on these machines. A variety of shapes of 
ornamental brick and blocks can be produced. Our Plunger Machines are especially suited for 
the production of all kinds of hollow fire-proof building material, terra cotta lumber, hollow 
building blocks, foundation and cellar blocks, and are unexcelled for the manufacture of drain 
tile, making all sizes at the least possible expense. Plunger machines are also successfully used 
for producing blanks for roofing tile, clay shingles, etc., these blanks being repressed to secure 
the desired form and configuration. 

The clay, before going to the brick machine, should be thoroughly and evenly tempered 
and of such consistency that the brick made from it can be hacked direct from the machine. 
The clay is fed into the tempering cylinder, in the center of which is a shaft fitted with blades 
which mix the clay and force it through a port-hole into the pressing chamber. The plunger 
presses the clay through the die and upon the cut-off table. The plunger is propelled by a 
steel cam on the main shaft between the upper and lower bed plates. The cam works upon 
rollers at both ends of the sliding plunger frame, giving alternately a backward and forward 
motion at each revolution of the shaft. The machines are made either single or double workers, 
one cam doing the work in either case. 

As soon as the bar of clay comes to rest on the cut-off table, the operator pulls the wire- 
strung cutter frame forward and downward, forcing the wires through the bar of clay and sepa- 
rating it into the desired lengths. The product is then removed and placed upon barrows or 
dry cars, preparatory to conveying to the drying department. The cutter is not thrown back 
until the product has been lifted from the cut-off table. Our Plunger Machines are substantially 
constructed. The gearing is extra heavy and strong. The main shafts are of forged steel, being 
square or hexagon in shape where the knives fit on, holding the knives in position without key- 
ing or set-screwing. The cam, friction rollers in the plunger head and bevel pinions are of steel. 
In the No. 20 plunger machine the spur pinions are also of steel, and the pressing boxes are 
lined with renewable steel plates. The plunger heads of the No. 20 machine have renewable 
steel liners. The shell is of steel plate, and a suitable door for cleaning out the shell is provided 
in the larger size machines. The plunger head is provided with an adjustable scraper or wing to 
compensate for wear. Our special patterns of cut-off plates allow a larger amount of clay to 
pass through the port-hole and into the clay chamber each time than in any similar machine. 
The capacity is thus greatly increased. 
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American No. 20 ‘‘A’’ Plunger Brick Machine 


This machine is of large capacity and is designed for making brick, hollow ware, fire-proofing 
and other clay products in large capacity plants. 


Rated Capacity Per Hour — 
5,000 to 8,000 standard size brick per hour. 


Capacity is governed by operating conditions. 


Shafting — Specifications 


The main shaft is of forged steel, 714 inches diameter. The bevel wheel shaft is 43¢ inches 
diameter, and the pulley shaft is 27 inches diameter. 


Gearing — 
The master gear is made from an extra heavy pattern and weighs 3,500 pounds. The 
pinions are of steel. The machine is back geared 42 to 1. 
Drive — 


Unless otherwise specified the pulley shaft is arranged parallel to the cut-off table. We can 
arrange it at right angles if so desired. 


Bed Plates — 


in the top bed plate is of gun metal with housing to keep the clay out. The bearings 
in the bottom bed plate and bottom bridge-tree are in halves with bronze bushings, 


General — 

The machine js provided with hinge die fronts, doors in the tub, extra heavy steel cam and 

rollers and steel plunger heads and cut-off plates, preventing leakage of the clay. 
Driving Pulley — 

Size of driving pulley, 48 inches diameter, 12 inches face, with improved American friction- 

clutch. 
Speed — 

Speed of driving pulley, 140 R. P. M., which gives 3.3 plunges per minute, or a capacity of 
3,960 ordinary size brick per hour when used as a single worker. When used as a 
double worker the capacity is practically doubled. 

Power Required — 

30 to 50 H. P., depending upon operating conditions. 
Weight — 

30,680 pounds. 


Dimensions 
Height paet wll vac Oar on ee TE tt6 in. 
Length of QU fo ee te 7 ft. 0 in. 
Distance scries Spit Gear salt 7 ft. 0 in. 
Distance from outside to outside of WG os rats Le, aie ie ia 8 ft. 0 in. 





THE Al AMERICAN CLAY MACHINERY COMPANY 








MANZE 
EnicAGe 


American No. 6 and No. 7 Plunger Brick Machines 


These Machines May be Furnished With Dies and Cutting Tables for Making 
Brick, Tile or Hollow Blocks 
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American No. 6 and No. 7 Plunger Brick Machines 


These machines are designed for the manufacture of common brick and drain tile up to 
8 inches diameter. 
Rated Capacity Per Hour — 


No. 7 Plunger Brick Machine, 1,500 to 1,800 brick per hour. 
No. 6 Plunger Brick Machine, 1,000 to 1,500 brick per hour. 


Capacity is governed by operating conditions. 


General — Specifications 


The main shaft is of forged steel and hexagon where the knives slip over. The gearing is 
extra heavy and the bevel pinion is of steel. The top bed plate is provided with suit-~ 
able lugs over which the tub fits, preventing it from turning. The tub is held in posi- 
tion by heavy rods securely bolting the hopper and top bed plate together. The box 
to the main shaft in the bottom bridge-tree is adjustable. Unless otherwise ordered 
the pulley shaft is arranged parallel to the cut-off tables. 

Driving Pulley — 

The machine is provided with an American friction-clutch driving pulley, 32 inches diam- 

eter, 8-inch face, with 16-inch clutch. 
Speed — 


Speed of driving pulley, 100 R. P. M. 


Power — 


No. 7 Plunger Brick Machine, 10 to 15 H. P. 
No. 6 Plunger Brick Machine, 8 to 10 H. P. 


Weight — 


No. 7 Plunger Brick Machine, 6,000 pounds. 
No. 6 Plunger Brick Machine, 5,175 pounds. 


Dimensions 
No. 7 Machine No. 6 Machine 
Height over sal, jc: sic, che yy tek tad ee ee 6 ft. 10 in. 6 ft. 10 in. 
Length ‘of: Sille:-- ic, eae ogc em Oe oS ge ee S242 2 051n: Sit 6- in; 
Width from out to out of MIS a aye ask ees aa ee ee ftv: 4 in. Joie 3s, 
Width overall ccc Seen mere ee eG 5 tts Onin: 5 ft 95 in: 
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This machine is designed for making drain tile in sizes up to and including 8 inches. It is 
also adapted to the manufacture of brick, as explained in the following description. 


Rated Capacity Per Hour — 


8-inch Drain Tile, 180 to 200 per hour. 
4-inch Drain Tile, 300 to 400 per hour. 
Other sizes in proportion. 





The capacity is governed by the speed at which the horses are driven, the nature and char- 
acter of the clay, the size and kind of ware manufactured, and by management. 


General Construction — Specifications 
The accompanying cut shows the horse-power plunger machine arranged for tile. It is 
equally well suited for the manufacture of either brick or tile, and is provided with the 
same style of improved dies as is furnished for the larger machines. This is an excellent 
machine to purchase for starting a small yard, because when the demand increases and 
it is necessary to change to steam power, we can at any time furnish gearing which can 
be attached to this machine and transform it into a perfect steam-power machine. 
When so fitted it is of the same capacity and strength as the No. 6 Plunger Machine. 
We build the machine extra heavy with this in view, putting in a heavy steel shaft, 
heavy grinding knives and mudwing; in fact, making it of proportionate strength 
throughout. The machine has an enlarged front, thus nicely adapting it to the manu- 
facture of tile as large as 8 inches. The tub of this machine is 34 inches in diameter, 
3414 inches high and 108 inches in circumference. The upper half of the tub contains 
the mixing knives, seven in number. 


| 
| 
) 
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Operation — 


The mudwing is 1114 inches wide and 16 inches long. The cutting table generally used is 
7 feet 10 inches long. The machine will deliver eight standard size brick at each 
plunge or a proportionate number of tile. It is usually the practice to fill the pits 
and then run the machine until the pits are emptied, and then haul in clay and fill the 
pits again. When operated in this way a good strong team can do all the work. Three 
men only are necessary to operate the machinery — one in the pit, one at the cutter 
and one to off-bear the tile or brick. If the machine is to be run continuously it will 
be necessary to have an extra team to haul in clay from the bank and a man to attend 
to setting and burning the kilns. 


Sweep — 


A sweep extending 18 feet from the center of the main shaft to the point where the double- 
trees are attached will be found most satisfactory. This would make the outside 
diameter of the circle for the team about 40 feet. 


Speed — 


The horse-power machine is arranged to be run as rapidly as a good team of horses can pass 
around the circle described by the sweep. 


~Power — 


Power required, 2 H. P. 


Weight — 
3,272 pounds, without dies. 
Dimensions 
Length... ..2,\iccs s gun tah pae atieetias See co ugunis) Sa do ee th 4 ft. 4 in 
Width... ... «vidi \ gle G ee Namie vase 5 eben viable ere 80) ight eee aces Sit O:An 
Height over-all. {03S Mise aes ae ee 1:4¢.°O In, 


Length of Sweep, 18 ft. from center of Main Shaft to point where Double- 
trees are attached. 


Size of Sillso "Uo tit) Bae rare oe ee SO 5% in.x 5% in. x5 ft. 4 in. 
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No. 2 ‘‘E’’ Horse-Power Plunger Machine 
Arranged for Brick 





This machine is designed and excellently adapted for making brick of good quality. 


Rated Capacity Per Hour — 
Under ordinary conditions, 600 brick per hour. 


General — Specifications 


A fine grade of building brick is usually within the range of this machine, and finds a ready 
market. 


Changing to Steam Power — 


For a yard of moderate capacity this type of machine is an excellent one to install, because 
of the possibility of keeping pace with a growing business without the purchase of new 
machinery. Should the demand make it advisable, this machine can be changed to 
steam power by the purchase of the necessary gearing at a moderate cost. The change 
to steam power can be easily made. When so fitted it is of the same capacity and 
strength as the No. 6 Plunger Machine. We build this machine extra heavy with this 
in view, putting in a heavy steel shaft, heavy grinding knives and mudwing; in fact, 
making it of proportionate strength throughout. This machine has an enlarged front, 
thus nicely adapting it to the: manufacture of large tile. | 
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Steam-Power Attachment for American No. 2 “‘E’’ 
Horse-Power Plunger Machine 





The attachment shown in the accompanying cut is designed for changing the No. 2 “E” 
horse-power plunger machine into a steam-power machine. 


Rated Capacity Per Hour — 1,000 to 1,500 brick and a corresponding number of tile. 


Specifications . 

Method of Attaching — The essential features of the machine remain the same. The gearing 
attachment shown in the accompanying cut can be installed by any competent 
mechanic, and the machine does not need to be returned to the factory. 

Driving Pulley— The machine is provided with 36-inch by 8-inch tight and loose driving pulleys. 

Speed —Speed of driving pulley, 275 R. P. M. 

Power— Power required to operate is from 8 to 10 H. P. 

Weight — Weight of steam gearing attachment, 2,297 pounds. 


Dimensions 
Diameter of Main Shaft where 6p Gear. le attatheds o.oo sac, koa 4 in. 
Diameter of Luter. 3 ee ee ON 25% in. 
Diameter of Pinion Shaft 
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This cutting table is especially designed for use in connection with our various sizes of 
plunger brick machines. 


Rated Capacity Per Hour — 


From 600 to 3,000 brick. per hour, or equal in capacity to any of our plunger machines up 
to and including the No. 20-A Plunger Machine. 


Frame and Rollers — Specifications 


It is substantially built and when desired is fitted with adjustable legs for regulating height 
of table. The table is provided with wooden rollers, having iron gudgeons and iron 
bearings, these rollers forming a support for the belt. For the end rollers, iron-flanged 
wheels are used. 


Operation — 

As soon as the bar of clay comes to rest on the cut-off table, the operator pulls the wire- 
strung cutter frame forward and downward, forcing the wires through the bar of clay 
and separating it into brick. The brick are then removed and placed upon barrows or 
dry cars, preparatory to conveying to the drying department. The cutter frame is not 
thrown back until the brick are lifted from the cut-off table. 


Weight — 

200 pounds. Dimensions 
Length of Table for all Machines excepting No. 20-A..........0... 0.000 c cece eee 4ft.-8: in; 
LGU STE) SHEL C AGT a RCO ei Zi ae ala a AR Rn ee RN Lh et 4.8 ioe ea ib ume a in. 
Petree elon’ WHEN: aQjUStADle: 5, Aueniec re Eee Ses de Se Ata ice SO oe PN. Gece Ss ive 0 in. 
Ws US TA ae Ei cota a oo = “geben a ne RR eo ae HS ed gas ae Ray ee ae et oe aie Pe in. 
CIPS OLVGE Gal y ders rise ct. Sntt Cate ecient, sa Sune ee EG Se Rot Ce Lg 1934 in. 














This machine is designed for cutting tile from 3 inches to 8 inches diameter made on our 
standard plunger machines. 


Rated Capacity Per Hour — 


Ample capacity for the output of a No. 2 “E” horse-power, No. 6 or -No. 7 
Plunger Machine. 


Details of Construction — Specifications 


In this cut it is shown equipped with a 6-inch lag belt and an 8-inch cutter frame. When 
desired, it is fitted with adjustable legs by which the height of the table may be 
changed to suit the size of tile being made. The lags are hollowed out and padded to 
fit the several sizes of tile, so that the tile may be cut and handled without marring. 


Carriage Rollers — 


The carriage is provided with a series of rollers having iron gudgeons and bearings which 
form a support for the lag belt. Iron flange wheels are used for the end rollers, which 
keep the lag belt in alignment. This lag belt carriage has given splendid satisfaction 
for cutting and handling all sizes of tile up to and including 8 inches in diameter. 


Weight — 
Weight, with one lag belt, 225 pounds, 


Dimensions 
Length of Table for all Machines exbepimg No: 20 As Nee eae ice ae 7 ft. 8 in. 
Height to enter of Lager cc5 0 igo he ae, ee a ee 2aean, 
Extreme :height when adjustable <2: i000, 60) 2 (Ge ee ee 30 in. 
Width of Brame: a oc08 cg aeosicn anes iigldsew ise ss) Neg ae 18 in. 
Width over-all 0 oyna, 02a og fie a Le eG ek Si oy eee 231% in. 
Length of Standard Lags............ ee rn tere hm eres enn Toe See 14 in 
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12-Inch Die Plate 





Yoke to Face Plate 





8-inch Face Plate 
With Die Plate Attached 





Die Plates for Tile Dies 


Tile Dies and Attachments for Plunger Machines 


Our Plunger Tile Machines are provided with an improved system of dies, which can be 
securely fastened to the machine, accurately centered and quickly changed. The dies for tile 
smaller than 4 inches are each complete in themselves, and are attached direct to the machine. 
The dies from 4 inches to 8 inches are held in position by a special face plate, and the change 
from one size to another is quickly made, without removing the face plate from the machine. 
The centers slip upon the core stem in the center of the yoke, being held in position by a nut. 
The face plate is provided with suitable set-screws, by means of which the die can be quickly 
and accurately centered. The die plates are light and convenient to handle, and yet are not 
liable to be broken, as the pressure is sustained by the heavy face plate. For 9, 10, and 12- 
inch dies a special 12-inch face plate is used. 
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Soft-Mud or Sand-Mold Brick 


In the manufacture of soft-mud brick almost any clay can be used. For many purposes 
this grade of brick is counted superior. The soft-mud Process is of recognized excellence in the 
manufacture of fire-clay products, including fire brick, cupola block, circle brick, coke oven tile, 
jamb and bullhead brick. In many of the best factories of the country devoted to the manu- 
facture of high-grade fire-clay products, the soft-mud or sand-mold process is used exclusively. 
The process of manufacture is more simple and the machinery equipment is less expensive. A 
soft-mud plant can be established at a comparatively small cost and the output can be readily 
marketed, because of the demand for this grade of brick. 


If the proper machinery has been used the brick when burned will be of excellent quality, 
with sharp, clean, well-defined edges, perfectly solid, but without the grain or strata which is 
sometimes counted an objection in other brick. The mason finds the soft-mud brick easier to 


We manufacture a full line of soft-mud brick machinery and appliances, molds, mold sander, 
conveyors, barrows, trucks, crushers, disintegrators, etc. The size and capacity of these machines 
range from 1,000 to 5,000 brick per hour. We are prepared to fill your requirements and fur- 
nish a machine of a capacity suitable for your needs. 


Our Eagle Horse-Power Brick Machine has a capacity of from 5,000 to 10,000 brick per 
day. Should the demand grow beyond the capacity of the horse-power machine it can be 
easily equipped for steam power by the purchase of the necessary gearing, which we supply. 
This would increase the capacity and would make it possible to make from 12,000 to 15,000 


Our Champion Mold Sander is guaranteed to Properly sand the molds. Our molds are 
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strictly first-class. Our wheelbarrows, trucks, conveyors, etc., are well designed and are made 
of the best quality of material. 

Where the nature of the clay makes a disintegrator or crusher necessary our extensive line 
of these machines makes it possible to select one exactly adapted to the conditions and your 
needs. 

We are prepared to furnish a complete equipment for a modern soft-mud brick plant and 
guarantee it to be all that we claim for it, as it will’be supplied complete from our own factory. 


Kaeo NYi Ls 


47, 





American Upright Soft-Mud Brick Machine and Pug Mill 


This machine is designed for use in the many cases where the condition of the clay or the 
market requirements make it advisable to manufacture soft-mud brick. 


Rated Capacity Per Hour — 
From 3,000 to 5,000 standard size brick per hour. 


The capacity is governed by speed at which the pulley is driven, nature and character of 
clay, size and kind of ware manufactured, and by management. 
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Specifications 
Points of Excellence — P 


For making this class of brick there is no machine superior to our upright brick machine. 
It has all the requisite points which combine to make an excellent, serviceable, durable 
machine. Where a large capacity is desired, this machine will prove a splendid investment. 


Quality of Product — 


The upright brick machine is the very best of its class, and should not be confounded with 
machines of smaller size and cheaper design. It is built entirely of iron and steel. The 
pressing chamber is large, and makes it possible to produce six American standard brick 
per mold, all uniformly pressed, of correct shape, with perfect edges and corners. 


‘ Operation — 


A crusher or disintegrator should be used, and may be set on the same floor as_ the brick 
machine and the clay elevated from it into the pug mill; or the crusher or disintegrator 
may be mounted directly over the pug mill and discharge into it. The pug mill tempers 
and mixes the clay thoroughly and feeds it into the machine, where it is forced into 
the pressing chamber by the mudwings.. The molds should be evenly sanded with 
sharp, clean, fine molding sand. They are fed in at the side of the machine, just back 
of the pressing chamber. At each revolution of the machine the mold carriage moves 
the empty mold forward into position under the jack mold, at the same time pushing 
the filled mold upon the mold table in front of the machine. The surplus clay, if any, 
is then struck off and the brick are dumped from the mold onto pallets, or the molds 
are loaded upon trucks and conveyed to the drying yard and dumped. 


Detailed Construction — 


The pug mill and machine are securely bolted together, but are independently geared and 
driven by separate pulleys. The main ‘shafts of the machine and pug mill are of 
forged steel. The gearing throughout is heavy and of approved design. The pressing 
and pugging are performed by separate gearing, thus making the machine doubly 
strong and greatly increasing its durability. The brick machine tub is 54 inches high, 
39 inches diameter, and is made of heavy steel plate. The pug mill is 9 feet long and 
2 feet 6 inches wide at the top; the section next to the machine is covered with steel 


Machine Knives and Mudwings — 


The machine is provided with double knives, having cast hubs and rolled steel blades, the 
blades being secured in the hubs with steel pins. The heavy cast iron mudwing is 
fitted with a rolled steel point, which is easily renewed when worn. The blades above 
the mudwing can also be readily replaced without removing the hubs from the shaft. 


Pug Mill Knives — 


The pug mill knives and mudwing are of two-piece construction, so that they may be con- 
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veniently replaced when worn without removing the pug mill shaft. They are made of 
intensely hard metal, which gives great durability. 


Press Box — 


All sides of the clay pressing chamber are machined, the rear side being self-adjusting, to 
take up any wear on the plunger and at the same time to insure the plunger moving 
freely and without binding. The front of the chamber is hinged, giving ready access 
to the jack mold. The jack mold is machined on the top, bottom and ends, and slides 
easily into position, where it is held by a tongue and groove in each end. It can be 
quickly removed and replaced. 


Mold Stop — 


An adjustable mold stop is provided to bring the mold into proper position when fed into 
the machine. 


Mold Table — 


The mold table, as will be seen from the illustration, is of approved design. Three heavy 
steel rolls support the molds when filling and facilitate pushing them forward on the 
table. The table can be adjusted to any height to suit the size of mold by means of 
hand-wheel screws underneath the center of the table, and, when necessary, may be 
instantly dropped by a hand lever to release a mold. 


Pressure Relief — 


The length of stroke of the vertical plunger which fills the molds can be varied a maximum 
distance of 6 inches, which is sufficient to meet the requirements of the clay in any 
condition of temper. This plunger has a double escapement, or release, so that in case 
a stone or other obstruction gets under it the excessive pressure operates the steel dogs, 
releasing the plunger and obviating all danger of breakage. As the machine completes 
its revolution, the relief escapement re-engages itself automatically, and, in case the 
obstruction remains under the plunger, the same operation will be repeated until it is 
removed or the machine stopped. The relief is equally effective in case the regulating 
pin should be inserted too low in the plunger sleeve, making the pressure too great. 


Mold Relief — 

The mold feeding device is also provided with a similar relief, which is so adjusted that if 
the molds get caught in any way the escapement will operate, preventing damage to 
mold or machine. These escapements can be adjusted to the desired tension by tight- 
ening or loosening the nuts on the spring caps. 


Spanish Brick — 


When so ordered, we build this machine to make Spanish brick, burned size 51% inches by 11 
inches by 3 inches, in which case four brick per mold are made and the capacity per 
hour is two-thirds that given for standard American size, where six bricks per mold 
are made. 


Driving Pulleys — 
Both the machine and pug mill are furnished with a friction-clutch driving pulley, 42 inches 
in diameter and 10 inches face, with 18-inch American clutch, bore 27% inches. 
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Speed — 
Gear ratio, 15 to 1. Fora capacity of ten molds per minute the 42-inch by 10-inch driving 
pulley should make 150 R. P. M. Corresponding speed of pug mill about 50 R. P. M. 
Power — 


Power required for the combined machine and pug mill will vary from 20 H. P. to 30 H. P, 
according to capacity and character and condition of material used. 
Weight — 
15,100 pounds. 


Dimensions 

Height over all above floor level.............................. Sat pedi RERUN ane eee 10 ft. 0 in. 
Height of: MoM Meigs oe, i 2 Tel at: 
Height of Pug Mill-Mopper. shave Moor level.) A Cette Sint 
Floor. space for Morais: ota a S ft’xeit. 6 in, 
Floor space for Machine with RU UE ee ee ce ee 10 ft.x 16 ft. 
Distance from floor level to center line of Pulley Shaft on Brick Machine.......... 8 ft. 43¢ in. 
Distance from floor line to center line of Pulley Shaft on Pug Mill.............. 7 ft. 61% in. 
Distance from center line of Brick Machine to center line of Bearing on Brick 

Machine: Filey SHAM Osa cr a ee 8 ft. 1 in. 
Distance from center line of Brick Machine to center line of Bearing on Pug 

Mill Pulley Shae Gosek ee 5 -ft..6 in. 
Distance from center line of Brick Machine to center line of Brick Machine 

dete ee eee 6 ft. 6 in 
Distance from center line of Brick Machine to center line of Pug Mill Pulley...... 4 ft. 0 in. 


Fire Brick Special Soft-Mud Brick Machine 


For the manufacture of fire brick and fire-clay tile, we build a special pattern of our upright 
brick machine. While the general design of the machine remains unchanged, we have increased 
the size of the jack mold, the width and depth of the opening into which the molds are fed, and 
the height of the legs on which the machine is mounted. This special machine is capable of 
producing blocks up to 6x 12x 32 inches, green size. Any size within this range can be made; 
or smaller sizes, where combined area does not exceed these dimensions, with sufficient allowance 
for partitions. The maximum mold space is 744 inches high, 1314 inches wide, and 35 inches 
long. The minimum mold space is 27% inches high, 9 inches wide, and 35 inches long. The 
molds must be enough smaller than the maximum mold space to permit them to move freely 
without binding. 


tial qualities equal to hand-made ware. 
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SOFT MUD BRICK PLANT 
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The most simple method of making brick by machinery is by the use of the American Eagle 
Brick Machine, built by The American Clay Machinery Co., of Bucyrus, Ohio, U. S. A. 

This machine is strong, simple and durable. There is nothing to get out of order and ordi- 
nary labor is all that is required for the manufacture of good brick. 

This machine is well adapted for use on large farms, estates or ranches where a quantity 
of brick is needed for use on the place. After it has served the purpose it can be sold, as there 
is little depreciation when carefully used. 

Any one wishing to go into the manufacture of brick, making five to ten thousand brick 
a day, will find this machine well adapted for the purpose, as no costly outfit is needed. A few 
barrows or trucks to carry the bricks to the drying yard are all that is required. 

Having found a suitable bed of clay, the Eagle Machine should be set up at a convenient 
point. A smooth piece of ground should be selected, where the brick are to be laid out to dry. 
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This ground should be leveled off and made smooth. The clay should be hauled to the brick 
machine and made wet enough to mold easily. The clay for a day’s run should be allowed to 


clay through, and when you are ready to make brick take another mold which has been soaked 


the left hand you pull the lower lever forward. This will push the filled mold out and replace 
it with an empty one. A long-handled, straight-edge knife is supplied, with which the operator 
scrapes the extra clay from the top of the mold. The mold is then lifted from the machine 
table and can be carried away to the drying yard. Should the brick stick to the mold, a light 
tap on each end of the mold will loosen them. If the molds are cleaned carefully and are well 
sanded there should be no sticking. Practice will teach any ordinary person how to work the 
machine without trouble. It is important that the clay be in the right condition and that the 
molds be well soaked and evenly sanded with good sand. The molds should be washed fre- 
quently and cannot be too wet or too clean. The openings in the bottom of the mold are for 
letting in air, and should be kept one-sixteenth of an inch wide. 

The molds of brick are taken direct to the drying yards and dumped on the smooth and 
leveled ground. 

After the brick have been dried thoroughly they are ready to be placed in the kiln and 
burned. The time necessary for drying depends upon the climate and the weather conditions. 
Provisions should be made to protect the unburned brick from the rain. 

While some brick-makers carry the brick from the machine to the drying yard by hand, it 
has been found that the use of trucks will make the work easier and faster. We build trucks 
for this work. ~ 

In operating this machine, one man should attend to the machine.. A second man should 
see that the molds are clean, sanded and ready at all times. A third man should keep the 
tempering box filled with clay, and two or three to carry away the bricks. One good horse 
will be able to furnish the power, though the quality and condition of the clay may make two 
horses necessary. 

The clay should be tempered as soft as possible to secure good results. The brick when 
dumped on the ground should be stiff enough to retain their shape and not flatten out. 


This machine will make bricks as large as 12x6x3 inches, but special attachments are 


We would recommend the purchase of eighteen molds with each machine. These molds 
will be specially made for the size of brick you desire to manufacture. 
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The accompanying illustration shows the Eagle Brick Machine equipped for power. The 
pulley is 30 inches in diameter and has a 6-inch face. Speeds should be from 35 to 40 revolu- 
tions per minute. 


Sand Box 


In making brick it is necessary that the molds be well sanded on the inside. While we 
furnish machinery for sanding the molds it may be found just as convenient on small yards to 
sand the molds in a box which can be easily made right in the yard. In making this sand box 
use good two-inch lumber. Cut four pieces 3 feet 6 inches long by 12 inches wide. These 
pieces are for the ends and sides of the box. For legs use 4x 4’s. The length of the legs will 
depend on the elevation of the machine when it is set up. Nail the side and end pieces to the 
legs. The pieces for the bottom can then be cut. The bottom should be made double with 
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broken joints so as to make a sand tight bottom. Across the end of the box on top should be 
placed a plank shelf 12 inches wide. This is used to lay the empty molds. This box will be 
found convenient in small plants, but where there is power and larger capacity is desired we 
recommend our Champion Mold Sanding Machine. 


American Striking Knives 





We supply good brick molds, made of selected material, securely joined and iron bound. 

Ordinarily six brick are made in each mold, but where special sizes of shapes are made the 
number will vary. 

The picture shows the mold made for a standard 8144 x 4x 24-inch brick. The molds will 
in each case be made the size the customer desires to make. This size should be given when 
placing the order and allowance should be made for the shrinkage of the clay in drying and 
burning. 


Brick Drying 


While it is often found possible to dry the brick on a smooth piece of ground leveled off 
for that purpose, it is advisable to construct dry racks to protect the soft brick from the 
weather. In this way the bricks are allowed to dry on the pallets, which are placed on the 
racks. This method is a step in advance over drying the brick on the ground or on the floor. 


Material for Racks — 


140 pieces 4 inches x 6 inches x 16 feet mud sills. 5 
440 pieces 4 inches x 6 inches x7 feet posts. Fi et CORO ert 
6,000 pieces 1 inch x 114 inches x 2 feet cleats. 
250 pieces 114 inches x 6 inches x 12 feet braces. 
850 pieces 1 inch x 8 inches x 16 feet covering. + 
23,000 feet B. M. gee! 
Lo 


Material for Pallets — 


10,000 wood pallets 10 inches wide x 34 inches long. - 
40,000 pieces 5¢ inch x 21% inches x 34 inches top board. 

30,000 pieces 1 inch x 144 inches x 10 inches cleats. 
24,000 feet B. M. 
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American No. 22 Brick Mold Sander 


This machine is designed for sanding the molds automatically before delivering them to the 
soft-mud brick machine. It is substantially constructed and is strong and durable in all its 
parts. The cylinder upon which the molds ride has 
eight sides, four of which are open to receive the 
molds to be sanded. The molds are fed to the 
machine from one side and the cylinder containing 
clean sharp sand revolves, depositing an even coat- 
ing on the molds, and delivers them at the opposite 
side of the machine. 

The molds fit the openings accurately, so that 
the sand is retained in the cylinder and is not wasted. 
Three molds are always in process of sanding and 
only the face of the mold comes in contact with the 
sand. In using this machine it is necessary to have 
clean dry sand; the molds being damp, the sand 
readily adheres to the sides and bottom. 

The machine is operated at a speed which will 
deliver the mold at the proper time for delivering 
same to the brick machine. It is fitted with a driv- 
ing pulley, 24 inches in diameter, 3 inches face, and 
should be operated at 20 R. P. M. to give a speed 
of 10 molds per minute. The driving shaft is fitted 
with a jaw-clutch .so that the machine may be started and stopped readily. Floor space 
required, 58 inches by 55 inches. Power required, 1 H. P. 





Specifications 
Pate CROaCy So ee PE de ota ha gh nae ne Seo 10 to 20 molds per minute 
Pamieter Druin Oat. os ee ie a eee See aes eee ES hepa cs a ee 11% in. 
CSI Nos Cah CRN Dh a RSs a GES | ea a eee So senna ee 2 Ses Se are Ne eee ger ir aa 11% in. 
Reenerly, Gr caries, Aoem Sia 6. oe ete oe eB a eee Sh Oe ee eee 3 in. 
Peer oat easiness, EMIVINE ONAN 642s ee etic es iia s ee see Rae eed Ue blea ee ee Saf. 
Pare eames ok Levine ODTOCKetserr cy ih. cose ah Ok tice epee ais Nase Sade a acsceSele Wk « 434 in. 
RE ey ss ae rhe epee 8 Oe een NT Ee nd he ts May Oborn 
Bree sta A eee Ge ha eae ARs coh emma t ence 9 ty Foe No. 62 
ESR SSS OEIOE 1 og “00 OREO ER og taeda ER Oy a Ub are aa eo ee a 2 
NE eI MIG OR OTe snc cwe Se ers me ee NOME TEAMS eps ese ee ees 4 
Maximum length of Mold inside.......................... 31% in. or 6 brick 4% in. wide 
Dinmater-or aw clutch Driving: Pulley oe atc. octets den wea gee eos fe aie ye a 24 in. 
Ae et Fame tte POTINIOR FP UNCY oe ie i a vg fetch Sy See RY Cn eave ee 4 in. 
Speedwof Jaw-Clutch Driving BOW ers oo hese Sari nce. em Seue ea ees we sy)" 20° RP. M; 
Power required Pee oh NRA eee ee eg me Uric greene OES MIR ER tose RRS bs i HP. 
Average" nen TN COINS. eo Pr cee eek Ges Eee eee eke Tie eV 1-25 
Dimensions 
I ig 5, fn gy dane Su ae en Gil eee eee moh PA Ao a 38 S_ft.. 5° in. 
EMME fr Ee eee eet ec eee tis eet ere Be Cea cue ae 4 ft. 11 in. 
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Height over, all. «i. cetacg aes ei ee Sift Tine 
Length from center of Sander to center_of Driving Pulleys. 50 Pk 281% in. 
Length from center of Sander to end of Driving Shaft Pulley. sid@ 358 gc RS 2 ft. 81% in. 
Width from center of Sander to center of Diivne Shalt 356006 hs i 201% in. 
Height from floor to center of Devil SHAN oir ea ein ee. 2 ft. 8 in. 
Height from floor to top of Mold on Guide Mein Se Se nk 3 Oe ft. 10 in. 
Height from floor to top of Chain Shield irethanne ale. oe a a 2 ft. 11% in. 


American Brick Molds 


American Standard Brick Molds are carefully fitted and accurately made to size. The 
partitions are firmly secured in the mold and the molds are securely bound with steel. In the 
construction of our molds we use cherry, as it has been demonstrated that this class of wood is 
the most suitable for brick molds, owing to the fact that it has a very close grain and does not 
absorb water rapidly. It also remains smooth when wet. To produce good brick it is absolutely 
necessary to have substantial, well-constructed brick molds. In ordering brick molds, be particu- 


lar to specify the exact length, width and depth of mold required, and number of bricks per 
mold. 


American Revolving Dump Table 


American Revolving Dump Tables are used for carrying the pallets upon which the bricks 
are dumped from the molds. The table is built in a strong, substantial manner and operates 
easily. The table can be furnished with four, five or six leaves, as may be required to suit the 
arrangements of the plant. In operation the table is set directly inTfront of the mold sander, 





where it is convenient for the dumper to return the empty molds to the sanding machine. 
When the bricks are dumped on one side of the table it is revolved, bringing an empty pallet 


American Strike Knife 
American Strike Knives are made of cold rolled steel and are fitted with double handles. 


The strike knife is used to strike off the top of the mold as it issues from the brick machine, 
thus removing all surplus clay and making the bricks of a uniform thickness. 
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American Sand Dryer for Soft-Mud Plants 





This machine is designed for the purpose of supplying the necessary quantity of clean, dry 
sand which is essential to the successful operation of a soft-mud brick outfit. 


Rated Capacity Per Hour — 
Ample for plants of from 5,000 to 10,000 brick per hour. 


yO es Specifications 

Without clean, dry sand, the sticking of the brick in the mold will cause annoying delays, 
which will materially affect the day’s output. Our sand dryer furnishes a simple, 
convenient means to insure a supply of properly dried sand. The heat dome, under 
which a small fire is maintained, is surrounded by a cylinder of perforated metal. 
This screen cylinder is held rigidly in place by connections between the dome and 
screen and its rigidity is increased by wide bands of unperforated metal around the top 
and bottom circumference. An opening at the bottom of the screen allows the sand to 
fall through as fast as it is thoroughly dry. With this device an ample supply of diy 
sand is assured at all times. 


Weight — 
1,100 pounds. 
Dimensions 


i iia es Aa ee BS: 38 x 38 in. | 
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For centuries all brick have been set in 
the kiln by hand. The advent of machinery 
of large capacity for the making and drying 
of brick has made the old hand-set method 
of kiln building too slow and to provide 
more rapid and better means for setting 
brick became a problem. As in other mat- 
ters of extreme advancement’ in clay manu- 
facturing The American Clay Machinery 

Company worked out the problem, with the 

pe result that the Penfield Setting System is in 
pth eee daily use on many brick yards and is, in 
paatin o . every case, giving the best. of satisfaction. 
While this system is naturally best adapted to 
plants of large capacity, it is none the less inter- 
esting to all manufacturers of clay products. 

The Mechanical Brick Setter is at once 

Old Method of Hand-Set Brick ingenious, simple, thorough and successful 

and does in a perfectly satisfactory way the 

work set before it. Briefly stated it will handle each day as many brick as, under the old 

method, required the services of from thirty 

to sixty men, and it does the work better 

and with practically no spoilage of brick, 

where the hand method of the past exacted 
toll to an alarming extent. 

The installation of this system is not 
prohibitive from an expense standpoint and 
the cost will prove insignificant when the 
results are taken into account. The system 
is best adapted to the open-top continuous 
kiln, being applicable to the setting of stiff- 
mud, dry-press and soft-mud brick. 

In addition to the great saving in time 
and labor effected by this setting machine, 
there is a marked improvement in the qual- 
ity of the brick and freedom from friction 








New Method of Setting Brick by Machinery 
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in handling a body of men. To operate the machine requires a craneman and a helper; the 
helper, however, need not give his entire time to the setting machine. 

The illustrations here shown give an accurate idea of the simplicity of the setting machine 
and the work it is doing. 

These photographs were taken of the machine in actual use. The work of the machine has 
been witnessed by many leading brick-makers from all parts of the country and all express satis- 
faction with, and astonishment at, the method and the work accomplished. 

The use of the Mechanical Brick Setter does not interfere in any way with any other 
department of the plant. The brick are taken from the off-bearing belt and are hacked on dry 
cars just as of old, except that each car is hacked on a standard plan, leaving a small space 
‘between the bricks of the bottom row to provide an entering space for the fingers of the setting 
machine. Each dry car is loaded with 800 to 1,000 brick, which are called a unit. The setting 
machine handles a full carload of brick at each lift, touching only the bottom rows and doing 
the work without dropping, chipping or injuring the brick. 





Setting Machine Raising the Load 





Setting Load of Brick on Top Bench of Setting Machine With Load Ready to Lift 
Kiln. Note Evenness of Brick on 


Under Side of Load 
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The only preparation necessary for the installation of the Penfield Setting System in any 
plant is to equip the kiln shed with an overhead electric crane. -The track upon which - this 
crane runs should be built down the entire length of the kiln shed, or as much of it as is desired 
for machine-set brick, in order that the setting machine may operate freely over the top of the 
kiln. To this overhead crane the brick-setting machine is attached. 

The setting machine is built throughout of steel and has a number of prehensile fingers 
which enter the spaces left between the bottom rows of brick as hacked on the dry cars. Each 
stack or carload having been built on a uniform plan, it is easy for the operator of the crane to 
run the carrier up to the dry car and slip the fingers of the carrier into the spaces left to receive 
them. The crane then starts to raise the load and the weight of the load on the carrier causes a 
series of grip plates on the fingers of the carrier to close automatically, putting just sufficient 
pressure on the bottom row of brick to hold them firmly. The bulk of the weight of the load is 





Setting Load of Brick on Third Bench Setting Machine Raising the Arch Unit 
of Kiln Note Space Between Bottom Row of 
Bricks for Fingers to Enter 


carried by the heavy steel fingers, as the third course of brick from the bottom is built cross- 
ways of the fingers. The lower row of brick having been automatically clamped, the load is 
raised and is successfully carried to any part of the kiln, where it is set accurately in any place 
desired on any bench of the kiln. When the load has been lowered into position in the kiln 
and the weight is no longer on the machine, the pressure is automatically released from the grip 
plates and they release their hold on the bottom row of brick so that the craneman can back 
the carrier out from under the load and return with the carrier to the dry cars for another lift. 

So perfectly is this machine built and so easy of operation that the craneman finds no 
difficulty in picking up and setting a dry carload of brick each minute and with a marked saving 
in time, labor, money and damaged brick. The usefulness of the Penfield system does not end, 
however, with setting the brick in the kiln. After the brick are burned the carrier can again be 
brought into use to pick up each unit or load and transfer it to the storage shed or load it on 
railway cars for shipment. Here again a lot of men are supplanted and the work can be accom- 
plished by the use of this machine at a much less cost. 
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The Penfield Setting System is not an experiment. It is covered by numerous patents and 
is fully protected. It is in daily operation in a number of modern brickyards. In the Chicago 
territory this machine is doing the work of from thirty to sixty men at each yard and affords 
money-saving possibilities which are most attractive and will insure any brick manufacturer a 
handsome profit and a substantial dividend at the end of the year. It is for these reasons that 
the advent of the Penfield Setting System has been watched with great interest by all branches 
of the brick industry. It is such an important unit in a. modern brick plant from a cost- 
reducing standpoint that a brick manufacturer who is without it cannot hope to compete with 
his more fortunate competitor. who has it. 

Any person interested in this labor-saving, money-making revolution in brick-making 
machinery will be given further information, estimates, etc., upon request. The machine is not 
sold, but will be installed on a royalty basis. Further particulars will be given on application. 


Electric Traveling Cranes 


We have designed and constructed for use in connection with the Penfield Brick Setting 
and Brick Handling Systems a line of three-motor Electric Traveling Cranes, containing such 
special features as were required for use in this class of work. We are, therefore, prepared to 
furnish to our customers who install these systems this part of the equipment of whatever 
capacity and size may be required in the installation. The very best practice in crane construc- 
tion has been followed in the design and production of these important units, and by them we 
secure the desired speeds, the smoothness of action and the close inspection of the operator, 
which are essential in this work. Our illustrations are examples of one of these cranes as installed 
and in operation in a customer’s plant. 
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American-Haigh Continuous Kiln 


We have a complete catalogue describing and illustrating the Haigh kiln, which we will be 
pleased to send on request. 

Following the long-established custom of The American Clay Machinery Company, we have 
gone thoroughly into the burning question with a desire to obtain the very best and most 
economical kiln. Our representatives have visited all sections of the United States and Europe 
for the purpose of studying the burning of clay products and to ascertain just what system 
possessed the most points of advantage. 





In Europe economy and system in the manufacture of clay products have kept pace with 
the well-known conservative and modern methods of other lines of manufacture. They have 
closely studied the kiln question and have universally adopted the continuous kiln. 

Owing to the high cost of fuel in Europe it was imperative that the consumption of fuel be 
cut to the minimum. The universal use of the continuous kiln in Europe is, therefore, significant. 

The American-Haigh Continuous Kiln is the most satisfactory and economical burning 
system ever introduced. . 

Its record of operation as told by others is the only testimony we ask you to consider. 

The statements of users are convincing and should prove our claims of superiority. 

Why not put in an American-Haigh Continuous Kiln and burn twice as much clay goods 
with the fuel you are now using? 

We recommend your careful consideration of this subject and offer our best services in an 
endeavor to reduce your burning cost and make your operation more profitable. 

Will you give us the opportunity to figure with you? 
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Let us show you one of these kilns in operation and estimate the cost of construction and 
the saving it will be to you. 

Many manufacturers are saving more than half of their old burning cost by use of the Haigh 
kiln, and are turning out a better product with less waste. 


Haigh’s Improved System of Continuous Kiln 


The Haigh system of kiln differs from all others in important essentials. 
It combines the economy of the continuous with the utility of the up-draft and the down- 
draft kilns, and is a pronounced improvement over any kiln of any type heretofore placed on 


the market. 
The Saving We Offer You 


We can save any manufacturer 60 per cent of his fuel, as it costs nothing to water-smoke 
the ware and to bring it up to the settling point. This is done by the advancing heat system 
we use in the Haigh Continuous Kiln. 


Fa 





110 Chamber Haigh Continous Kiln. Five Fires 


To obtain the high-heat point, other kilns use between 50 per cent and 60 per cent of the 
total amount of fuel which is ordinarily required to burn the kiln. 

This is the fuel we save, because by the Haigh method we bring the kiln to the high- 
heat point with advancing heat before commencing direct firing, and we thus complete the burn 
on 40 per cent to 50 per cent of the total amount of fuel used by other kilns. 


Top and Side Firing 

The Haigh Continuous Kiln, is not fired exclusively from the top, it is also fired from the 
sides, much the same as with ordinary up-draft or down-draft kilns with the exception that no 
grates are required, as the fuel is burned directly on the floor of the combustion chamber. These 
side fires maintain a uniform heat in the burning chambers and also furnish the advancing 
heat for water-smoking the green ware. ‘The top firing is started in the chamber or compartment 
ahead of the side fires, and is commenced when the advancing heat from the other compart- 
ments has raised the temperature to such a degree that the slack coal used in top firing is 
gassified as it is fed into the kiln and perfect combustion results. Because of the perfect com- 
bustion of the top fires and equally perfect combustion of the side fires it is possible to burn 


ware without discoloration. Pestact nmercl of Wheat 


The Haigh Kiln is easy to understand and operate. The advancing of the fires and the dis- 
tribution of heat are under perfect control of the operator. This perfect control is particularly 


9 
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plants before the Haigh system was introduced, and stand a better rattler test. This more 
perfect annealing of the product is largely due to the fact that the heating and cooling of the 
brick during the entire process of burning is very gradually accomplished. No cold air comes in 
contact with them at any time while they are burning or cooling. 

In uniformity and accuracy of burning the Haigh Kiln is equally superior, and paving brick 
can be burned with the same certainty of perfect vitrification and freedom from heat defects as 





Haigh Continuous Kiln, Showing Coal Elevator 
66 Chambers, Three Fires 


when burned under the most perfect known conditions in round down-draft kilns. F ire-proofing, 
with all kindred hollow clay goods, are burned with equally satisfactory results, both as to cost 
and quality. 

Surplus Heat 


second, the fourth cooler than the third, the fifth and sixth just about water-smoked. As the 
heat travels it is followed along with the side and top fires, thus taking advantage of the heat 
which goes to waste in down-draft and up-draft kilns. 

The Haigh Kiln thus secures to the user the advantages of other types of continuous kilns 
in the economy of fuel consumed, together with some very important results not obtained in 
other kilns. 


Each Compartment Fired Independently 


An important advantage secured by the Haigh system of burning arises from the fact that 
each compartment, so called, is fired independently of the other compartments, and the settle of 
the ware in each is uniform from top to bottom. Another advantage is that different kinds of 
brick can be successfully burned in the kiln at the same time. 


Filled and Emptied Simultaneously 


The general form of construction of the Haigh Kiln is such that the dried ware is taken into 
the inner court, and the sections are filled through the openings into the kiln from this court, 
while the burned ware is discharged through the doorways in the outside walls. This obviates 
any interference between the loading and unloading crews. Su 
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Fuels 


One great advantage of the Haigh Kiln is that various kinds of fuel can be used to burn 
the wares without any change in the kiln construction, excepting the firing wickets. Either coal, 
oil or gas can be successfully used for side fires, with a small quantity of slack coal for the top 
firing. The percentage of slack coal for top firing varies according to the different materials 
to be burned. When using coal for both top and side fires, the coal used on top.will run from 
nine to twenty per cent of the total quantity consumed. 


Utilizing Waste Heat 


After the heat from the burning zone in the Haigh Kiln has been utilized in water-smoking 
and heating the green brick preparatory to burning, there still remains a large volume of heat 
which is being thrown off by the burned brick while they are cooling, preparatory to being 
removed. In some cases this waste heat is used on dry floors constructed above the kiln, while 
in others by a very simple and complete arrangement it is drawn off and used in our American 
Waste-Heat Dryer. Experience has proven that in all kilns which are operating on a full 
continuous system there is sufficient heat ordinarily wasted which, when utilized by our method, 
will dry all the materials the kiln will burn, however great the capacity may be. 


Sizes and Capacities 


The Haigh Kiln is designed to be erected in three sizes for burning all classes of clay prod- 
ucts excepting sewer pipe and other glazed wares. 


HAIGH KILN, SIZE No. 1 


The No. 1 Kiln is the standard size for burning common brick, paving brick, and hollow 
ware, where the material is hard to burn and requires very intense heat. The chambers or 
sections are 15 feet wide, 12 feet long and 11 feet 6 one high. This can be built either con- 
tinuous or semi-continuous for one set of fires. ° 

This size kiln having one set of fires and consisting of 22 chambers will, when burning 
building brick, give a daily capacity of from 30,000 to 40,000. When burning paving brick the 
capacity will range from 15,000 to 20,000, and when burning fire-proofing or drain tile from 40 
to 60 tons. A kiln of double this capacity would require two sets of fires, using 44 chambers. 
A three-fire kiln would require 66 chambers. For capacities requiring more than one set of fires 
it is always built continuous. 


HAIGH KILN, SIZE No. 2 


The No. 2 Kiln is designed for burning drain tile, fire-proofing and building brick when 
materials are easy burning and will mature at less than 2,000 degrees F. 
The chambers or sections in the No. 2 Kiln are 15 feet wide, 16 feet long and 11 feet 6 
inches high. This size kiln having one set of fires and consisting of 22 chambers will burn from 
- 60 to 75 tons of fire-proofing per day, or an equal tonnage of 4-inch drain tile or standard 
hollow brick. 
HAIGH KILN, SIZE No. 3 


The No. 3 Kiln is designed for use in small factories or factories where it is desired to burn 
continuously an output equivalent to from 10,000 to 20,000 building brick per day. 

The chambers or sections are 12 feet wide, 12 feet long and 9 feet high. This size is 
adapted to burning roofing tile in addition to the other clay products mentioned. 
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Showing Four Chambers Ahead of Fire. 


These Chambers are Water-Smoking with 
the Advancing Heat from the Burning Brick 





Kiln Doors Just Opened with Burned Brick in View 
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Ask Men Who Know 


The following are users of the Haigh Kiln. 


Write them for facts and figures. Then come 


to us for more names of users if you want still more testimony. 

When you are satisfied that we can help you to greater economies and larger profits we will 
send you an estimate on a suitable kiln for your work. 

We will explain to you how you can burn all your products without burning all your 


profits. 


Put your faith in the Haigh Kiln and then watch the increasing proportion of good prod- 
ucts and good profits and the decreasing cost of production. 


A FEW USERS OF THE HAIGH KILN 


A. F, Smith Company, New Brighton, Pa. 
Capacity, 40,000 brick per day. 

Columbia Clay Co., Vancouver, B. C., Canada. 
Capacity, 50,000 brick per day. 

Onondaga Vitrified Brick Co., Warners, N. Y. 
Capacity, 60,000 brick per day. 

Mira Brick Co., Sidney, N. S., Canada. 
Capacity, 40,000 brick per day. 

_ William Conway, Philadelphia, Pa. 

Capacity, 40,000 soft-mud brick per day. 
Standard Brick Mfg. Co., Evansville, Ind. 
Capacity, 40,000 dry-press brick per day. 

Anderson Brothers, Taylorville, Ill. 
Capacity, 15,000 soft-mud brick per day. 
Marion Brick Works, Montezuma, Ind. 
Capacity, 60,000 paving brick per day. 
National Fireproofing Co., Perth Amboy, N. J. 
Capacity, 1,760 tons of fire- proofing per 
month. 
National Fireproofing Co., Port Murry, N. J. 
Capacity, 40,000 brick per day. 
National Fireproofing Co., Hamilton, Ont., 
Canada. 
Capacity 2,400 tons of fire-proofing per month. 
Excelsior Brick Co., Fredonia, Kansas. 
Capacity, 100,000 brick per day. 
Sibley-Menge Brick Co., Birmingham, Ala. 
Capacity, 40,000 dry-press brick per day. 
Richards Brick Co., Edwardsville, Ill. 
Capacity, 20,000 dry-press brick per day. 


_ Sioux City Brick & Tile Co., 


National Fireproofing Co., Lorillard, N. J. 
Capacity, 2,000 tons of fire-proofing per 
month. 


Salmon Brick & Lumber Co., Slidell, La. 
Capacity, 100,000 brick per day. 

Sioux City, Iowa. 
Capacity, 40,000 brick per day. 

Bessemer Limestone Co., EEMEL, Lawrence 

Co; Pa: 

Capacity, 80,000 paving blocks per day. 

Albion Shale Brick Co., Albion, Il. 

The Whitacre Fire-Proofing Co., Chicago, IIl., 
3 kilns. 

The Kankakee Tile & Brick Co., Kankakee, 
Ill., 2 kilns. 

The Lincoln Paving Block Co., Corning, O. 

Rose Hill Brick Co., Rose Hill, Va. 

Hope Brick Works, Hope, Ark. 

Milledgeville Brick Works, Milledgeville, Ga. 

Merry Bros. Brick Co., Augusta, Ga. 

The Ohio Brick Co., Toledo, O. 

The Lehigh Brick Works, Allentown, 
2 kilns. 

The Richlands Brick Corp., Richlands, Va. 

First Avenue Brick & Tile Co., Evansville,Ind. 

The Hallwood Brick Co., Columbus, O. 

Shale Brick Co., Pine Hall, N. C. 

Iola Brick Co., Iola, Kans. 

The Champion Brick Co., Baltimore, Md. 

Credit Forks Brick Co., Credit Forks, Can. 


Pa. 


[318] 











NS 





Estimates 


The following information is required in order to make an estim 


and burning the Haigh Continuous Kiln: 


Capacity of kiln required. 

State what class of clay products are to be 
burned: Wire cut brick, soft-mud brick, dry- 
press brick, paving block or brick, drain tile, 
hollow ware, fire-proofing or roofing tile. 

At what temperature will material burn? 

What is the precentage of shrinkage? 

By what method is the material now being 
burned? 

What kind of kilns are used? 

How high is the kiln set? 

What is the average settle on kiln? 

What time is required to properly finish the 
kiln after the settling heat has been obtained? 


LOCAL MARKET PRICES 


Common brick per thousand. 

Fire brick per thousand. 

Fire clay for mortar per ton. 

Sand per cubic yard. 

Lime per bushel or barrel. 

Cement per bag or barrel. 

Crushed stone or gravel for concrete per cubic 
yard. 


ate on the cost of building 


What time is required to properly water-smoke 
and bring the kiln up to settling heat? 

How long is the kiln allowed to cool? 

What fuel is used for burning? 

What is the cost of fuel at the plant? 

What is the cost of labor for burning per hour? 

Do you use waste heat for drying? 

What is the nature of the ground upon which 
the kiln is to be built? 

How does it compare with the level of the 
plant? ys 

How far below the surface is water found? 

What is the condition of drainage? 


OF BUILDING MATERIAL 


Lumber per thousand feet. 

Cost of labor. 

Common labor per day or hour. 
Brick masons per day or hour. 
Masons’ helpers per day or hour, 
Concrete workers per day or hour. 
Carpenters per day or hour. 





Showing Kiln Under Construction 
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Putting Dry Brick into Kiln and Withdrawing Empty Cars 
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Interior of Kiln Showing Method of Unloading Burned Paving Blocks by Gravity Carriers 
Also a Good View of the “Drop Arch’”’ 





Loading Paving Blocks from Kiln to Cars with Gravity Carriers 
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The picture shows excava- 
tions necessary for the founda- 
tions and also the manner in 
which the strong foundations 
for the piers are laid. As the 
permanency of the Haigh Kiln 
and its continued satisfactory 
operation depend upon sub- 
stantial construction, we are 
careful that the kiln from start 

‘-to finish is ‘Built Right,” in 
order that we may be assured 
that it will ‘Run Right.” 
Beneath the ground, running 
the full length of the kiln, is a 
system of ducts of a sufficient 
capacity to insure perfect oper- 
ation of the Haigh Kiln. This 
kiln saves half the fuel ordi- 
narily used in burning paving brick and insures better brick and the highest per cent of No. 1 
paving block. 














The picture shows the finished piers on which the doorway arches and main crown are built. 
These piers are not solid brick. They are built hollow with substantial brace walls inside and 
are filled with earth. This makes a heavy, substantial wall, which will allow for expansion and 
will prevent radiation, reducing the loss of heat from the kiln while burning, thus making 
considerable saving in fuel con- 
sumption. The picture shows | 
one side of the kiln. The 
opposite side of the kiln is 
exactly the same. These piers 
are substantially built and re- 
quired 4,300 common brick and 
600 fire brick. Between these 
piers are constructed the fire 
arches into which the fuel is 
fed. In order to prevent the 
burning out of the fire arches 
and to obviate the necessity of 
repairs, these fire arches are 
lined with high-grade fire brick. 
The entrance to chamber is 
through the opening between 
these piers. 
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The picture shows one of 
the main crown or main arch 
sections in position with the 
centers in position to build two 
other arches. It also shows the 
arches built a part of the way 
up the centers. The men 
shown are building the sup- 
porting walls for the arches. 
These supporting walls are not 
tied in with the main arch, but 
lean against it at the spring of 
the arch and for a distance of 
four feet up the arch from the 
top of the pier. This construc- 
tion is used to make sure that 
| the arch cannot bulge at the 
spring when the kiln is under 

fire. The Haigh Kiln is built 
to secure special results — the principal results aimed at being economy of burning, simplicity 
and labor-saving operation and permanence. 











The picture shows 27 main arches in position with each arch supported by its supporting 
wall. Each arch is eleven feet 
in length; 2,840 fire brick are re- 
quired to build each arch. The 
doorway arch and the main 
arch are both built at the same 
time and each form a part of 
the other on the inside of the 
kiln. In a later photograph of 
the inside of the kiln this fea- 
ture of the construction will be 
shown. A close study of each 
step in this photographic record 
will show how carefully we 
build the Haigh Kiln to insure 
satisfaction in every feature. 
If you have any questions to 
ask concerning the Haigh Kiln 
or this photographic record we 
will be pleased to hear from you. 
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This is an interior view of 
the Haigh Kiln under con- 
struction. It clearly shows the 
doorway arch and the main 
arch. It will be seen that the 
door opening follows the curve 
of the main arch, which elimi- 
nates any offset at the doorway 
and leaves the inside of the 
kiln unobstructed. The open- 
ings for the drop arches can 
also be seen. One of the open- 
ings for the waste-heat duct 
will be seen between the first 
and second drop arch openings. 
Openings will also be seen 
along both sides which are used 
for top firing. 

















This picture was taken to show the drop arch. These arches can be seen in the top of 
the kiln. They have a drop of about 12 inches at the center and taper into the kiln wall on 
the side. These arches are 12 feet apart and are placed in the center of each chamber. The 
drop arch is not used unless the shrinkage of the material being burned is sufficient to give a 
settle in burning of 12 inches or more. More than 12 inches in burning leaves a space between 
the top of the brick and the under side of the crown. The drop arch prevents cold air from 
passing over the top of the brick 
too rapidly. The drop arches 
are built from large fire clay 
slabs made to conform to the 
radius of the kiln arch. 

Each chamber is 12 feet long 
from center to center of door- 
ways. Across the inside of the 
kiln at the ground level the kiln 
measures 15 feet. Each chamber 
is arched separately, the arch 
being 11 feet long, leaving an ex- 
pansion joint at each drop arch. 
This expansion joint provides 
for the contracting and expan- 
sion when the kiln is heating and 
cooling. After the brick are set 
in the kiln a paper partition is 
put in at the drop arch. 
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This illustration shows 

N very clearly, at the right-hand 
q | side, the construction of the 
: ai a =@| waste-heat flue. This flue or 

a | duct runs the full length of 
the kiln and is connected to an 
opening in the top of the kiln 
every 12 feet, which is one con- 
nection to each chamber of 
the kiln. The waste heat from 
the cooling brick in each cham- 
ber is drawn off through this 
duct and is utilized in the 
waste-heat dryer for removing 
moisture from the green brick. 
This picture also shows the 
solid brick piers..which are 








i 








the kiln roof, which can be 


being built for the support of 


seen in course of construction in the background. 


This photograph shows the two doorway openings in the starting end of the kiln. The 
main arch has been completed and the end wall has been built up to a height of nine feet. 


Two underground ducts are 
shown. The right-hand duct 
leads to the fan which fur- 
nishes draft for the kiln. The 
left-hand duct. leads to the 
fan which draws off the waste 
heat from the kiln and forces 
it into the dryer for drying 
the brick. These flues are 
large enough to perform satis- 
factorily the work for which 
they are intended. To insure 
their proper capacity is one of 
the points of excellence in 
construction for which ~ the 
Haigh Kiln is noted and which 
makes it possible to save half 
the fuel. 
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The picture shows the 
unfinished portion of the 24- 
‘Tunnel Waste-Heat Dryer. The 
picture also shows the large 
duct which runs across the end 
of the dryer and is connected 
by smaller ducts to each tunnel 
of the dryer. This large duct 
is also connected with the 
waste-heat duct on top of the 
kiln which was shown in the 
preceding picture. All the 
waste heat from the cooling 
brick in this Haigh Continu- 
ous Kiln passes through this 
duct to the dryer where it is 
‘used in drying the green brick. 
This is a feature of modern 
brick making which means a 
considerable saving per thousand in manufacturing cost. The saving is so great as to make the 
initial cost of the installation small when compared with the saving. 














The photograph shows the top firing holes through which the coal is fed. It also shows 
the gauge holes for measuring the shrinkage of the ware when burning. The waste-heat opening 
is also shown. This is the long narrow opening running across the top of the kiln. This open- 
ing is connected with the waste-heat flue running over the full length of the kiln. By means of 
an American Clay Machinery Co. fan the waste heat from the cooling kiln is forced into the 
dryer. One of the great features 
of the Haigh Kiln is that suf- 
ficient waste heat is furnished 
each day to thoroughly dry 
the green ware, and in addition 
to the saving of this waste heat 
the Haigh Kiln saves half the 
amount: of fuel ordinarily used 
for burning and half the labor 
of operating the kiln. . When 
completed the top of this kiln 
is filled. with earth, level with 
the piers shown in the photo 
and the entire top ofthe kiln 
is paved with brick, making a 
smooth pavement all over. the 
top of the kiln. The castings 
covering the firing holes will be 
level with the pavement. 
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ware. The substantially built roof, supported by heavy brick 


This is a side view of the kiln and 


into the kiln also are shown. 


smoke-flue openings can be plai 


every other chamber. The open- 
ing in the kiln wall is connected 
with the flue, which has been 
constructed of masonry built 
into the ground where it makes 
a connection with the flue to 
the fan. The opposite side of 
the kiln would show a similar 
view, but‘on that side the door- 
ways are used for taking in 
the unburned ware so that 
there may be no confusion 
between the setters and the 
crew which is emptying the 
kiln or the burners. After the 
green brick are set in the kiln 
these doors are bricked up even 
with the outside of the wall 


and the doorways are used as’ 


furnaces for the side fires. 












This picture shows the 
earth filling on top of the kiln, 
It also shows the feed holes for 
top firing. Through these 
holes the coal is fed. The 
gauge holes are also shown. 
Through these gauge holes the 
shrinkage of the brick or block 
is measured. The opening 
for connecting the chamber 
with the waste-heat flue is also 
shown. A steel waste-heat hood 
is placed over this opening and is 
connected to the waste-heat 
flue, so that the heat from the 
cooling kiln can be drawn off 
into the dryer for drying green 
pillars, is also shown. 


shows the kiln shed eae construction. The doorways 
These doorways are used to remove the burned brick. The 
nly seen along the ground line. 


These openings are placed in 




















This photograph shows a 
part of the kiln with roof 
already constructed but with- 
out side sheds. It also shows 
the 24-Tunnel Waste-Heat 
Dryer nearly completed. The 
machine house, which is shown 
in this picture, is nearing com- 
pletion. In the hills, which are 
seen back of the plant, there 
is material for hundreds of 
millions of the best of paving 
block. The finished product 
will be loaded out directly onto 
railway cars. The railway track 
parallels the kiln along its 
entire length. 
































This picture shows. the 
finishing end of the kiln. It 
also shows the kiln roof and 
side shed complete. The side 
shed is built to protect the 
green brick from the weather 
when they are brought from 
the dryer to the kiln. This 
roof projects twenty feet from 
the kiln and covers the trans- 
fer track. The doorways. show 
where the green brick are 
taken into the kiln for setting. 
The burned brick are loaded 
out from the opposite side, 
which prevents one gang of 
men getting in the way of 
another. 























ways shown in the picture are bricked up and in them are buil 


This picture shows the com 
Paving Block Co., Corning, 
equipped throughout for the 


keeps pace with the 
Haigh Kiln in the sav- 
ing effected. The plant 
was designed and equip- 
ped throughout by The 
American Clay Ma- 
chinery Co., Bucyrus, 
Ohio. From the day 
the fires were lighted 
in this kiln it has been 
in daily successful ope- 
ration and has been en- 
tirely free from trouble. 
An investigation of this 
plant is invited. 








This picture shows the 
entire length of the kiln as 
well as the complete roof. The 
side shed projects sufficiently 
to protect the wickets and 
doorways from the weather 
and insures the burner being in 
the dry. On the ground line 
will be seen the steel hoods set 
against the damper openings in 
the kiln wall. These connect 
the kiln chamber to the flue 
leading to the fan which pro- 
duces the necessary draft. This 
is the side of the kiln where 
the blocks are removed to cars 
or storage yard after the burn- 
ing is completed. When the 
kiln is being burned the door- 
t the fire boxes or wickets. 


pleted Haigh Continuous Kiln at the plant of The Lincoln 
Ohio. The entire plant also is shown in this picture. The plant is 
profitable production of paving block and the entire equipment 
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This picture shows a car 
of green blocks from the ma- 
chine room to be placed in the 
waste-heat dryer. The cars of 
blocks are taken direct from 
the machine room and are 
transferred to the American 
Waste-Heat Dryer. This dryer 
is equipped with 400 single- 
deck cars, and consists of 24 
tunnels, having a single track 
in each tunnel. The waste heat 
comes from the cooling com- 
partments of the continuous 
kiln and is drawn off through 
underground ducts and forced 
into the dryer by an American 
Steel Plate Exhauster. 

















This picture shows the 
dried block on the cooling 
track outside of the dryer. 
These blocks are all dried with 
the waste heat from the Haigh 
Kiln, in an American Waste- 
Heat Dryer. The — successful 
drying of the paving block was 
a problem, but it was success- 
fully solved by the use of the 
American Waste-Heat Dryer. 
Each compartment of the dryer 
is built to hold fifteen cars and 
each car holds 420 blocks. The 
blocks remain in the dryer for 
forty-eight hours, then they 
are bone-dry and are ready for 
setting. They are then run 
out of the dryer and are taken on electric driven Gauater cars to the kiln for burning. 
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This picture shows the cars of blocks placed on the electric transfer car, which takes the 
blocks from the dryer to the 
kiln and places them opposite 
the doorway of the chamber, 
where they are set in the kiln 
ready to be burned. This 
transfer car is a most conven- 
ient and economical feature, 
which insures quick handling 
of the loaded cars at a mini- 
mum of cost. The transfer car 
carries three loaded cars and 
also returns the empties to the 
machine room. The operator 
of this car gets so accustomed 
to this job that he ‘‘spots” the 
rails accurately and without 
waste of time. 














This picture shows the blocks on a transfer car in the kiln chamber. The cars of 
blocks are then moved close 
to the setters, who place them 
in position as shown here. The 
paper partition can also be 
seen in this picture. As the 
fire advances this paper is 
burned _ off. The paper is 
placed between every chamber 
to prevent back draft. The 
paper partition is placed at the 
drop arch separating each com- 
partment. The paper used is 
not special; ordinary newspaper 
stock is used. This is pur- 
chaseable in rolls of from 500 
to 1,000 pounds, depending 
upon the width. 
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This picture shows the 
wicket for _ side fires. This 
wicket is built in the doorway 
and no grates used, the fire 
being on the floor of the door- 
way. The picture shows one 
of the doorways being fired 
and the other with fire door in 
position after firing. It will 
be seen from the picture that 
when the kiln compartment 
has been filled, the doorway is 
bricked up, and the wicket 
shown is a part of this closing 
up masonry. After the burning 
has been completed and the 
waste heat withdrawn, this 
doorway is again opened and 
through it the paving block are 
removed. 














This picture shows the top firing holes through which coal is fed into the kiln. The blocks 
are so set that the coal fed into the kiln can fall to the floor of the chamber. These firing holes 
are placed every four feet 
lengthwise and crosswise in the 
kiln. Only a small quantity 
of coal is used from the top, as 
can be seen in the picture. 
The operator lifts the fire-hole 
cover with a hooked rod and 
with the other hand shovels 
in a small amount of slack or 
fine coal with a small shovel. 
Note the coal bunkers for 
holding the supply of- coal. 
The bunkers are moved along 
the top of the kiln as the fires 
advance. When the kiln is 
under full heat the coal is 
almost completely gassified be- 
fore it reaches the bottom of 
the kiln. 
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This picture shows the 
waste-heat hoods ‘placed in 
position on top of the. kiln. 
The hood connects the opening 
in the top of the kiln to the 
opening in the duct which 
leads to the dryer. All the 
heat required for drying the 
blocks in the waste-heat dryer 
is obtained from the cooling 
blocks in the kiln. A previous 
photograph in this. — series 
showed the method in which 
this waste-heat duct is built 
into. the kiln and the opening 
in the top of the kiln which is 
connected with the. duct by 
‘means of this hood. The entire 
‘construction of this kiln is the 
culmination of years of study and research, and insures the most economical burning. 











This picture shows the burned blocks in the kiln, cooled and ready for removal. The gang 
of wheelers who remove the fin- 
ished brick are usually working 
seven or eight chambers behind 
the chambers in which the 
bricks are being burned. The 
waste heat for drying the green 
brick is being drawn from the 
cooling brick to the chambers 
back of the fires. At the 
Corning plant, when this pic- 
ture was taken, the wheelers 
were removing every block in 
the compartment and were 
loading them as No. 1 blocks. 
From the top row to the bot- 
tom row they were all first- 
class pavers that would rattle 
less than twenty per cent. 
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This picture shows blocks 
wheeled out of the kiln. These 
blocks are taken out at the 
opposite side from where the 
green blocks enter the kiln, 
so that there is no confusion 
whatever between the setters 
and brick wheelers. Two 
chambers are generally being 
emptied at one time, leaving 
one chamber empty between 
the loaders and the setters. 
When the layout of the plant 
is satisfactory, the blocks can 
be removed and_ transferred 
from the kiln to the freight 
cars by conveyors. This 
arrangement is possible where 
the shipping track is depressed. 

















The American-Haigh Continuous Kiln has been in use in the United States for a number 
of years and during that period of time it has been improved and brought up to a high standard 
of economy for the burning of clay products. The kiln engineers of The American Clay Machin- 
ery Company take into consideration and give careful attention to the fact that the burning of 
clay products is just as essential to the success of the plant as the proper machinery and dryers. 
With this in view, and the fact that more than 50 per cent of the plant expenditure during con- 
struction is for kilns, they have followed five essential points, i. e.: 

The best possible construction; 

The lowest cost in expenditure; The lowest fuel cost; 

The minimum cost of up-keep; The lowest labor cost. 
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With these facts in mind one can readily see from the drawing on page 334 the excellent 
and yet simple construction of the kiln. A careful inspection will show that the floor of the 
kiln is solid. The kiln foundations are not cut into by lateral ducts, see A (Fig. 1); the flues 
for the draft for the kiln are placed on each side of the kiln, see B (Fig. 1), and the connec- 
tions to the chambers are made through the kiln wall, using a sheet steel hood, see C (Fig. 1) 
to complete the connection. 





Figure 3, Interior of Haigh Kiln Showing Setting 


The kiln is built in the form of a tunnel, the walls being large and heavy to support the 
main crown, the doors into the kiln are directly opposite each other and are placed, in distance 
apart from each other, according to the material which the kiln has to burn. Where economy 
of space is essential, the width and height of the kiln also varies according to the material to be 
burned, this decision, of course, resting entirely with the owner and kiln engineers, but a variety 
of ware can be burned in any Haigh kiln. The main crown of the kiln has small openings, 
4 inches diameter, through which slack coal is fed during burning. There is also left in the 
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crown in every chamber an opening, see E 
(Fig. 2), which is connected to the waste-heat 
duct, see D (Fig. 2) by a hood, see F (Fig. 
2). After the arch is placed in position and 
the feed-hole chimneys and waste-heat duct 
are built, the kiln is then covered over on 
the top with 21 inches of dirt filling. 

The advantages of using a continuous 
kiln is well known to most clay-workers. 
The first and foremost advantage is the 
saving of fuel. From data secured from 
scores of Haigh kilns at present in use, the 
saving of fuel is 50 to.55 per cent over the 
down-draft or up-draft kiln. We also find 
that there is quite a saving in burning labor. 

Figure 4, End Wall The setting labor is just about the same in 

all kilns; this is generally piece-work. The 

setting in a continuous kiln of the Haigh type is generally known as two headers, two stretchers, 

5 over 2 for brick, and two headers, two stretchers, 7 over 3 for paving blocks. Fig. 3 shows 
plainly the setting used, in which the reader will notice that all brick have one straight face. 

In the burning of the kiln a starting wall is built, at one end of the kiln, as is shown 
in Fig. 4, three fire wickets are built permanently in the doorways, and from these three fires 
the first four chambers of the kiln are practically water-smoked and the full heat for the first 
chamber is reached. By placing the connec- 
tion, see C (Fig. 1), on chambers 2, 3 and 
4, the heat is drawn through these chambers. 
In chamber No. 5 the first paper will be 
placed, this paper being put clear across the 
chamber (see Fig. 3). This acts as a dead 
wall, the same as one built of brick would 
act, until the fire reaches it. The reason 
for placing this paper is so that the fan 
or stack will pull the fires ahead instead 
of pulling in the cold air from where the 
setters are working. After the fifth cham- 
ber, every chamber has a like paper par- 
tition. When chamber No. 1 has reached 
full-heat point, then top firing with slack 
coal is commenced, the heat from No. 1 
chamber js being drawn ahead into cham- 
bers 2, 3 and 4 by the fan or stack draft, 
and it will be found that chamber No. 2 is 
nearly as hot as chamber No. 1, and top 
firing can be started. With fires from Nos. 1 and 2 being now in use, the advanced heat 
from these extend through chambers 3, 4, 5 and 6. It can be here stated that the hoods for 
draft for the kiln are moved along in accordance with the speed that the heat travels. 
When chambers 1, 2 and 3 are all being burned, the heat extends into chambers 4, 5, 6, 7 
and 8, and chambers 7 and 8 are being water-smoked, and when burning in chamber No. 1. is 





Tile Set in Haigh Kiln 
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completed, chamber No. 4 is ready for firing, and so on through the whole kiln. The top firing 
is generally 24 feet ahead of the side fires when the kiln is in full operation. 

Looking closely at the pictures here given, the reader will notice that the doorways are 
used for the firing of the kiln, a temporary firing wicket is built into each doorway. The 
following advantages can be claimed by the use of a Haigh Continuous Kiln: 

(1) Perfect control of draft. 

(2) Uniform products obtained, due to having uniform temperature throughout each 
chamber. 

(3) It can be installed to suit any location. 

(4) No disadvantage occurs by conflict of setters and unloaders, as the unburned wares 
enter at one side of the kiln and the burned wares are removed at the opposite side. 

(5) The advantage of being able to use coal, oil, wood, natural or producer gas for fuel. 

(6) The utilization of waste heat for drying purposes, which is successfully used on a large 
number of plants. 

(7) A small section can be built and added to at any time without any additional expense, 
excepting that of building the other addition. 

(8) The advantage of being able to burn all classes of clay wares, including paving block, 
building block, hollow ware, fire brick, etc., without any change in the kiln being required. 

The first of these advantages—‘ Perfect control of draft’’—is due to the fan method which 
we use. The fan runs at a constant speed, the change of draft being obtained by changing of 
the hoods or connections. 

The uniformity of products obtained is due to the combination of side and top fires, the 
heat advancing through the chambers ahead of where the kiln is being fired brings the chamber 
up to full heat point before the side fires are used, this heat being distributed equally through- 
out the entire chamber. When the side fires are started the kiln is then close to settling point 
and these fires are used only until the required settle is obtained or the required time to burn 
the wares is ended. It can also be here stated that by using the side fires, very little fuel is 
used from the top of the kiln. The top fuel required varies from 10 per cent to 20 per cent of 
the total amount used, the remainder being used on the side fires. 

The Haigh Continuous Kiln is adapted for any location. The kiln can be built in one long 
line, if necessary, in two lengths placed side by side, if location is suitable, or in a horse-shoe 
shape. Any of these kilns will still have the same advantage of having the wares enter one side 
and removed from the other side. : 

The fuel advantage is one of great importance. Without any change whatever, the side 
firing can be obtained by coal, natural gas or wood. There is no change necessary in the kiln 
for oil firing, the only change being an exterior one, in that the oil must be conveyed by means 
of pipes to the kiln, the same holds good for producer gas, the change being that the gas must 
be conveyed to the kiln through the gas connections. 

In Fig. 1, D, can be seen the duct for taking the waste heat from the kiln after the wares 
have been burned and the fires have advanced 60 feet from the burned wares, the waste heat 
from those cooling wares can then be taken from the burned wares to the dryer by fan draft, 
as shown in Fig. 2. : 


In the construction of an American-Haigh Continuous Kiln, the manufacturer does not have 
to wait until the whole kiln is built before he begins to use the same. After a few sections are 
built, these sections can be used while the rest of the kiln is under construction. The kiln can 
also be extended at any time it is desired to do so. A large number of these kilns have been 
and are being enlarged by this method. 
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In most of the clay-products plants in this country, more than one class of product is made. 
Nearly all paving block plants also manufacture building brick and many of them hollow ware; 
likewise, the drain-tile plants manufacture hollow ware, and many fire-proofing plants manu- 
facture fire brick. This is one of the many advantages obtained by a side-fired continuous kiln 
of this type. The same kiln can be used for the burning of all these wares, with the possible 
exception of sewer pipe and pottery. 

Fuel Consumption: Generally the first question asked is: “How much coal does it require 
to burn a thousand brick, or a ton of hollow ware?” This is a question which cannot be 
answered positively and correctly for each individual plant, as there is such a variation in 
materials to be burned. We find from information gathered from scores of Haigh Continuous 
Kilns that we are burning some at as low a fuel consumption as 270 pounds of coal per thous- 
and brick; others vary in figures up to 600 pounds of coal per thousand brick. We also find 
that we are burning paving block with 800 pounds of coal per thousand blocks, and as high as 
1,200 pounds of coal per thousand blocks, yet we find this same variation takes place in all classes 
of kilns, and when we look into the saving in fuel, we find that the percentage saved is the 
same. If it takes more fuel on one yard than it does on another, with the identical continuous 
kiln on each, we also find that the same variation exists with up-draft or down-draft kilns, the 
variation being caused by the variation in the clays. Usually the Haigh kiln will save half 
your fuel. : 

Cost of Construction: This is another matter that is a variable one, due to the fact that 
building materials are not by any means the same in all localities, and here, again, the kiln 
engineers have been obliged to make comparison of costs. In doing this, it is strange, yet true, 
that the labor costs on kiln construction has shown the least change; fire brick has shown the 
greatest variation, due, no doubt, to the fact that fire-brick plants can only be found in spots, 
and the builder who has to ship fire brick a long distance has to bear the added expense in 
construction. Nevertheless, we find that the actual cost of construction is just about that of the 
Bee-Hive Down-Draft Kiln for the same daily capacity of burned wares, and when the reader 
takes into consideration the saving of 50 per cent of fuel in these times of high coal costs, he 
will readily see the advantages of installing a kiln of this type. At the present time there are 
quite a number of American-Haigh Continuous Kilns being installed, but a more pleasing and 
significant thing is the fact that many of those that have installed a Haigh Continuous Kiln 
are at this time enlarging the same, which proves its success. The slogan, ‘‘Repeat orders 
show success,” is likewise true of ‘“‘ Repeat extension shows success.” 
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Iron Work for Haigh Continuous Kiln 








Waste-Heat Hood for Haigh Kiln 
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Socket and Lids for Fire Holes and Gauge Holes on Top of Haigh Kiln 





Smoke-Duct Hood 
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Iron Work for Kilns 


The American Company is supplying all necessary iron work for kilns. Cast rings and 
covers for crowned kilns. Grate bars and kiln band clamps. Make your needs known. 


aS 





These we furnish in three sizes: No. 1, 4 inches; No. 2, 5 inches; No. 3, 6 inches. 


Grate Bars 


a 


We furnish the following sizes: 
No. 1—36 inches long, 24 inches wide; weight, 34 pounds. 
No. 2—26 inches long, 7 inches wide; weight, 64 pounds. 
No. 3—50 inches long, 314 inches wide; weight, 44 pounds. 
No. 4—50 inches long, 3. inches wide; weight, 40 pounds. 
No. 5—32 inches long, 2%4 inches wide; weight, 23 pounds. 
No. 6—24 inches long, 314 inches wide; weight, 21 pounds. 





Kiln Doors 





No. 4-A Kiln Door No. 1-A Kiln Door No. 2-A Kiln Door 


These we make either single or with a protection plate on the inside, which can be easily 
replaced when burned out. We make the following sizes: 

No. 1-A. Plain, flat door, with or without sliding draft, as desired. Size of opening, 
13x 17 inches. 

No. 1-B. 18 inches high, 14% inches wide. 

No. 2-A. Convex door. Size of opening, 13x17 inches. Weight, about 70 pounds. 

No. 2-B. 14 inches high, 14 inches wide. 

No. 3. 16 inches high, 13 inches wide. 

No. 4-A. Furnace and ash door combined, as shown in cut. Weight, about 250 pounds. 
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Dryer Departmen 


t 


The wide variation in clays, and the necessity for different treatment in different cases, 
has led to our making a specialty of our Dryer Department. This department is in the hands 
of competent specialists who have mastered the various problems of successful drying. To 
meet every requirement found in clays we build various types of dryers, in order that the cus- 
tomer may be assured of the best dryer for his particular clay without any prejudice. Each 
dryer equipment is built complete in our own factory, no matter whether the type of dryer is 
hot-air, waste-heat, steam, furnace or carless dryer. Making, as we do, every part of each 
equipment, we are able to be sure of the excellent quality of each part, and can include the 
entire equipment in one shipment. If you are in need of a dryer, or if you contemplate changes 
in your present drying system, we shall be pleased to hear from you. 

In writing us about dryer problems, correspondents should remember to state the class of 
machine used, whether soft-mud, stiff-mud or dry-press; the nature of the clay, whether fire 
clay, shale clay, porous clay or plastic clay; the kind of product to be manufactured, and quan- 
tity to be dried daily. Give the sizes of the product to be dried, and if possible the amount of 
water it contains; also, whether it cracks easily when subject to the sun or wind. Information 
on these points will enable us to give you an accurate estimate and a full and satisfactory 
answer. 

We have separate catalogues on drying clay products, which will be sent on request. 


American Waste-Heat Dryer 


The waste-heat dryer is the most economical drying system, as it utilizes the waste product 
in the shape of waste heat from the cooling kilns, therefore no additional fuel is necessary for 
heating the dryer. There is also an additional saving due to the fact that the kilns are cooled 
more rapidly, thereby saving from 24 to 48 hours in the time required to cool and empty the 
kilns. 

The two important factors in drying clay products are heat and circulation of-air, one being 
as important as the other. In the American Waste-Heat Dryer both factors are amply provided 
for. 

The waste-heat dryer may be used successfully with a battery of down-draft kilns of either 
the round or square type, and is used also very successfully in connection with the American- 
Haigh Continuous Kiln. 

Construction 


The dryer is constructed entirely of brick and concrete, and therefore is strictly fire-proof 
as well as being a permanent installation. The dryer consists of a number of tunnels. The 
standard length is 105 feet. The width and height of the tunnel is regulated according to the 
size and design of the car used for handling the ware. 

At the side of the dryer and located at the discharge end of the tunnels a large fan or 
exhauster is installed. This fan is connected with underground flues to the different kilns on 
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the plant and arranged to draw the hot air from the kilns through the fan and discharge it into 
a main heat duct, which is underground and directly across in front of the tunnels. Branching 
off from the main heat duct are smaller ducts underneath each tunnel. These ducts extend 25 


permit the damp atmosphere to reach the small exhauster. These openings are closed with 
dampers for the purpose of regulating the flow of air from the tunnel. 


Operation 


The tunnels are built on an incline or grade equal to 1 inch in every 7 feet so that the 
upper end or receiving end of the tunnel is 15 inches higher\than the lower end or discharge end 
of the tunnel. It is essential that the dryer be built with a grade in order that the train of cars 
in the tunnel may be moved readily. 

In the operation of the dryer it is essential that the tunnels be always kept full of cars 
loaded with brick, otherwise the efficiency of the dryer is very materially affected. When a 
carload of dry brick is taken from the discharge end of the tunnel the entire train of cars will 
move down the tunnel, leaving a space at the upper end of the tunnel to receive a carload of 
green brick. The green brick entering the receiving end of the dryer come in contact with the 
warm, moist atmosphere and are gradually heated. As the car makes progress down through 
the tunnel the temperature increases and the drying of the ware progresses. The temperature 
of the air in the tunnel at the discharge end is usually about 250 degrees Fahr., and the tem- 
perature of the air at the receiving end of the tunnel is about 125 degrees Fahr. This, however, 
may be regulated according to requirements. 

Each tunnel is entirely separate from its neighbor and may be operated independently. 
Any tunnel in the dryer may be shut off and put out of operation whenever required. Addi- 
tional tunnels may be added to the dryer to increase the capacity without affecting the opera- 
tion of the tunnels previously installed. 


Exhausters — Equipment 


For handling the waste heat in the kilns and forcing it into the dryer we use a 34-housed 
steel plate exhauster or fan. The size of this exhauster is determined by the number 
of tunnels to be operated, the character of the clay to be dried and the kind of ware 
to be produced. The steel plate exhauster may be arranged for belt drive either from 
an engine or motor, or it may be equipped with a direct-connected engine or arranged 
for a direct-connected motor. The speed of the exhauster regulates the supply of air 
entering the tunnel and this may be varied to suit requirements and conditions. 


In the upper end of the tunnel a small fan or exhauster is installed for the purpose of draw- 
ing off the damp atmosphere from the drying ware. The method of driving this exhauster 
may be either belt drive, engine dtiven or motor driven and the speed regulated 
according to requirements. 


Suction Damper — 


In connection with the large exhauster, a mixing chamber is installed through which the 
hot air from the kilns passes to reach the fan and in this ‘mixing chamber is installed 
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a suction damper for the purpose of regulating the supply of cold air to the fan in 
order to reduce the temperature of the waste heat before it reaches the dryer. The 
supply of cold air is under perfect regulation at all times. 


Heat Duct Dampers — 


A steel damper is installed in the heat duct underneath each tunnel for the purpose of 
regulating the supply of air to each tunnel, making it possible to insure an equal supply 
of air to the various tunnels in the dryer, the arrangement being such as to permit 
closing off a tunnel entirely if it is desired to put the tunnel out of operation. 


Vent Dampers — 


In the upper end of the tunnel a steel vent damper is installed in the opening in the floor 
connecting to the vent duct leading to the exhaust fan. These vent dampers are 
arranged to regulate the flow of air from the tunnel. 


Tunnel Doors — 


At the lower end or discharge end of the tunnel, we use steel tunnel doors mounted on a 
steel frame which is anchored to the end of the tunnel wall. This construction is 
substantial and permanent. At the upper end or recéiving end of the tunnel, we 
advise the use of wooden doors, as experience has shown that steel doors rust out 
rapidly, due to the excessive amount of moisture in the upper end of the tunnels. 
The wooden doors, however, should be mounted on a steel frame anchored to the end 
of the tunnel walls. 


Tracks in Tunnels — 


The tracks in the tunnels should be made of heavy steel rails not less than 16 pounds 
per yard. These tracks are secured to cross-ties, which are usually made of 16-pound 
steel rails. Cast iron rail clamps are used for securing the steel rails to the cross-ties. 
With the track properly installed there should be no trouble whatever in operating the 
cars through the dryer, as the tracks are always in perfect line and proper gauge. 

Dryer Cars — 

For drying brick or paving blocks it is customary to use either a single-deck or a double- 
deck dryer car. These cars may be furnished with steel decks or may be equipped 
with wooden decks. For drying fire-proofing, hollow building block or drain tile either 
double-deck or triple-deck dryer cars may be used, equipped for either steel decks or 
wooden decks. For drying soft-mud brick, a rack car is used, arranged for using 
either steel or wooden pallets. 

We build a standard line of dryer cars and are prepared to furnish special cars when neces- 
sary to meet some special requirement or condition. 

Transfer Cars and Turntables — 

We build a standard line of transfer cars A turntables suitable for use in connection with 
our dryers. The transfer cars are built for either single or double track, and for large 
plants we build triple-track transfer cars, which are usually motor driven. 

Auxiliary Furnace — 

In connection with the waste-heat dryer it is sometimes advantageous to install an auxil- 
iary furnace, located near the large exhauster. This furnace is used for the purpose of 
heating up the dryer when starting and is only used while no waste heat is available 
from the kiln. We furnish complete equipment of iron work for the auxiliary furnace 
with plans for its installation. 
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American Steam-Blower Dryer 


The American Steam-Blower Dryer is installed and equipped practically the same as a waste- 
heat dryer, and is recommended on plants where no waste heat is available for drying the ware. 

With this dryer a steam coil heater encased with a steel jacket is installed-in connection 
with a large exhauster for the purpose of heating the air to be supplied to the tunnels. In 
connection with the steam coil heater we use the low-pressure vacuum system for circulating 
the steam, making it possible to use exhaust steam when available during the day and live 
steam at a low pressure during the night. We supply the vacuum traps and vacuum pump 
necessary for drawing off the condensation and returning the hot water to the boiler. Steam 
pipe connections from the boiler to the heater and from the pump back to the boiler are not 
furnished except under special arrangement. 


Equipment 


The equipment for the steam-blower dryer, consisting of cars, dampers, tracks, transfer 
cars, etc., is the same as it would be for a waste-heat dryer, and the operation of the dryer is 
practically the same. 


Bucyrus Steam-Tunnel Dryer 
The Bucyrus Steam-Tunnel Dryer is one of the oldest dryers in use, and has been in suc- 


cessful operation many years. This type of dryer was in use long before the waste heat or 
blower type of dryer was invented. 





The dryer consists of a series of tunnels each 75 feet long. The height and width of the 
tunnels are regulated according to the size and design of the cars used in drying the product. 
Each tunnel is equipped with a series of steam pipes connected at each end by suitable mani- 
folds and headers, and provided with independent valves, so that. the tunnels may be operated 
independently, if desired. : 

There are seven lines of 1-inch steam pipe attached to the tunnel walls on each side of the 
tunnel and sixteen lines of 1-inch pipe on the floor of the dryer between the track rails and 
underneath the cars. 

The dryer is operated under the low-pressure vacuum system, so arranged that exhaust 
steam may be used when available during the day time and live steam at low pressure is used 
at night. The necessary vacuum traps and vacuum pump are furnished with the equipment. 
Steam connections from the boiler to the dryer and hot-water connections from the pump back 
to the boiler are not furnished except under special arrangement. 
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The circulation of air in the Bucyrus Steam-Tunnel Dryer is up and down instead of longi- 
tudinally, as in other types of dryers, where the air enters at one end of the tunnel and passes 
out at the opposite end. At proper intervals in the tunnel walls are placed a series of warm-air 
ducts for conveying the warm air from the space above the dryer and underneath the shed roof, 
where the air is warm and free from moisture at all times. These ducts are arranged so as to 
discharge the air directly underneath the steam pipes located between the rails and underneath 
the cars. The air, coming in contact with the hot pipes, becomes more highly heated and rises 
up through and between the bricks on the cars, gathering moisture from them in its ascent. It 
then passes out through vapor stacks located in the roof of the tunnels above the cars. As the 
moisture-laden air travels only a few feet and passes directly into the open air, there is no ten- 
dency for the moisture to settle on the brick. Each vapor stack is equipped with a damper for 
regulating the draft and controlling the circulation of air among the brick, insuring uniform drying 
on all parts of the car. 7 : 

The dryer is constructed entirely of brick and concrete, and therefore is fire-proof and durable. 

The equipment of cars, etc., for this type of dryer is similar to any other type of tunnel dryer. 

Detailed plans showing the construction of the dryer are furnished with each equipment. 


Bucyrus Steam-Tunnel Tender-Clay Dryer 


The Tender-Clay Dryer is similar in construction to the standard Bucyrus Steam-Tunnel 
Dryer. The tunnels, however, are 105 feet long. The standard pipe in the equipment for the 
75-foot tunnel is furnished, and the upper end of the tunnel, 30 feet, is equipped with six 
lines of pipe, for the purpose of maintaining a low temperature in the upper end of the tunnel. 
By this method we find that tender clay may be dried successfully, as the brick are warmed 
slowly in the upper end of the dryer before passing down to the point where they receive a 
higher temperature. Clays which are very difficult to dry in the open air without checking or 
cracking have been successfully dried in this type of tender-clay dryer. 

The general construction of the dryer and the equipment of cars, etc., is similar to the 
standard Bucyrus Steam-Tunnel Dryer. 


Furnace Dryer 


The Furnace Dryer or Radiated-Heat Dryer is the oldest type of dryer in use for the 
drying of clay products. This type of dryer was used before the steam-heated dryers were 
invented. The dryer consists of a series of tunnels, each having its own furnace for generating 
the heat and having its own flue connection to the stack for carrying off the products of 
combustion. 

The furnaces are located below the floor of the dryer, and the track from the tunnel passes 
directly over the furnace. The smoke flue connecting the furnace to the stack passes under- 
neath the tunnel and the covering of the smoke flue forms the floor of the tunnel, the heat 
radiating through the floor. 

At the upper end of the dryer a brick stack is erected, so arranged that the smoke from 
the furnaces and the vapor from the drying brick in the tunnels are carried off in the same stack. 
The floor of the tunnel is tight and no gas or smoke from the furnace enters the tunnels. 

The dryer is constructed of brick and concrete, and is a permanent and lasting installation. 
Many dryers of this type have been in constant use for more than thirty years. 

The tunnels are 105 feet long, and the width and height of the tunnel are built in accord- 
ance with the size and kind of car used. We supply all of the structural iron work for the 
erection of the dryer and also the necessary equipment of cars, etc., for operating. 

Complete plans and specifications are furnished with each equipment. 
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Steel Plate Exhausters with Direct-Connected Engine 


The fan is direct connected to a horizontal throttling slide valve engine. | 
This engine is built with a solid cast iron bed. The engine shaft forms the fan shaft. 


a plain disc, turned to fit the bore of the cylinder, and having two recesses in its surface, into. 
which rings of eccentric shape are sprung to form a joint between the piston and cylinder 
surface. These require no adjustment, cause no undue friction or wear, leave the piston free to 
move, and at the same time are perfectly steam tight. The eccentric has two keyseats, one for 
the over stroke, and the other for the under stroke, with an interchangeable key, which secures 
it in either position, and completely frustrates any tampering with the valve adjustment. This 
engine is designed for quick motion, and may be run at almost any desired speed, as it has all 
the elements of endurance. Its bed frame is rigid, its ports are ample, and it has large bearing 
and wearing surfaces, adapting it to long and continuous runs under heavy duty. 


Fittings 


The engine will be provided with a governor throttle valve, sight-feed cylinder lubricator, 
oil cups, drain cocks, spanner wrench, ball and stand oiler for wrist, wipe oiler for cross-head 
and drip oiler for eccentric. Steam, exhaust and water pipes are not included. 
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When the fan is to be driven by belt, the outer end of the fan shaft is supported by a 
substantial bearing, and a plain crown-faced driving pulley is furnished. 


Motor-Driven Exhausters for Direct-Connected Motor 


When the fan is to be driven by a direct-connected motor, we furnish a heavy cast iron 
base for mounting the exhauster instead of the I-beam grillage. 

A gear and pinion is mounted in the cast iron base and a coupling is furnished on the 
pinion shaft to connect to the shaft of the motor, which is mounted on a separate base or 
foundation. 

We do not furnish the motor. Any standard type of motor may be used, but should be a 
medium-speed motor. 
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Steel Plate Exhausters or Fans 





We build Three-quarter-Housed Bottom Horizontal Discharge Steel Plate Exhausters of 
very heavy pattern, designed for use with our waste-heat dryers. 

The fan housing is built of sheet steel securely braced with angle. iron, finished in a neat 
and workman-like manner, and painted with a good quality of metallic paint. 

The fan wheel is made of T-iron, cast into an iron hub, forming a spider. 

The blades and side plates of the fan wheel are made of sheet steel, and the wheel is 
further reinforced by a band of iron encircling the rim. 

The wheel is carefully balanced and secured to the fan shaft by means of keys and set- 
screws. 

The fan shaft is made of forged steel turned perfectly true. 
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The journal box is of our standard ring-oiling, ball-and-socket, water-jacketed type. It con- 
sists of an internal sleeve mounted in a 
substantial casing, the center portion 
of the sleeve being turned absolutely 
spherical. This turned portion rests in 
a babbitted seat in the casing, so that 
it is perfectly free to adjust itself to the 
position of the shaft. The alignment 
therefore is absolutely perfect, and as 
the sleeve is protected by the outer 
casing it is impossible to accidentally 
: disturb the adjustment. 

Walkiecckes hearana The journal box is mounted on a 


This cut illustrates a water-cooled bearing complete with shaft, substantial base and 1S securely anch- 
¢grillage and outboard bearing for the ored to the foundation. 


size No. 320 Exhauster pe 2 
Water is introduced by pipes into 
the cap and lower portion of the bearing around the oil casing, giving a constant circulation of 
water entirely around the bearing of the shaft. This keeps the temperature of the shaft down 
and absolutely prevents heating of the bearing. 
This is the best constructed and most durable water-cooled box manufactured, and is a 
requirement to the successful working of a waste-heat dryer. 








View’showing a series of Swinging Sheet Tunnel Doors. Complete with hinges and improvedgrelief 
spring latches. Mounted on steel Dryer front 
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American No. 541 Universal Rail Clamp 


In steam-tunnel and waste-heat dryers, ° 
where the tracks in the tunnels are sup- 
ported by “I” beams or ‘“T”’ rails run- 
ning across the dryer at right angles to 
the tracks, the No. 541 Universal Rail 
Clamps shown in the accompanying illus- 
tration can be used to excellent advan- 
tage. They can also be used wherever 
steel ties are used in connection with 
industrial tracks. A set of the No. 541 
rail clamps consists of four clamp castings, two right-hand and two left-hand, and two machine 
bolts with hexagon nuts for securing them in position. The castings are shaped so that they 
conform accurately to the dimensions of the top flanges of the ‘I’? beams or “T”’ rails, and 
when the nuts are tightened the rail is held securely in a fixed position and in proper alignment. 





Suction Damper 





The Suction Damper is used for regulating the admission of cold air into the mixing cham- 
ber, in order to reduce the temperature of the waste heat coming from the cooling kilns before 
entering the fan, thus regulating the temperature of the air passing into the tunnels. The con- 
struction of the damper is substantial throughout. It is made with a heavy steel frame arranged 
to be built into the brick wall forming the mixing chamber. The damper is so constructed that 
it may be opened to any degree required and locked into position. In this way the amount of 
air passing through the damper can be regulated very closely. 
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American Steam-Coil Heater 





The Steam-Coil Heater is used with our steel plate exhauster when used in connection with 
our steam-blower dryers or in connection with a combination steam-blower and waste-heat 
dryer. 

The illustration shows the construction of a heater as used with a steam-blower dryer. 
When the heater is used in connection with a combination waste-heat and steam-blower dryer, 
steel doors or shutters are furnished with the heater so that the open end may be closed to 
prevent drawing air through the heater while drawing the waste heat from the kilns. By regu- 
lating these doors it is possible to draw sufficient air through the heater to temper the hot air 
from the kilns, reducing the temperature to the proper degree before entering the fan. In such 
conditions the use of a regular damper such as is used with a waste-heat dryer is avoided. 

The Steam-Coil Heater consists of a number of sections inclosed in a neat and substantial 
steel plate housing. Each section is independently connected for inlet and outlet. A section 
consists of a cast iron base, into which the pipes are firmly secured, the top of the pipes being con- 
nected by a special return bend. The cast iron base is so constructed that the steam enters at 
the top and the condensation or drain is taken from the bottom. This insures a perfect circu- 
lation at all times and it is impossible for a heater to fill up with water. 

Each section is built complete and thoroughly tested before shipment, the heater being 
shipped in a knocked-down condition. That is, the sections are shipped independently, and the 
steel plate housing is shipped in sections, so that it can be readily attached to the heater when 
the different sections are assembled. 

The pipe connections to the heater can be arranged to suit the conditions, and it is arranged 
to use exhaust steam or live steam at low pressure with the vacuum system. 

Vacuum traps and vacuum pump is used to insure perfect circulation of steam and return 
the condensation back to the boiler. Each heater is furnished of the proper size in accordance 
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with the steel plate exhauster with which it is used. The height, width and number of lineal 
feet of 1-inch pipe contained in the heater vary according to the size of the fan. The size of 
the heater is calculated to allow sufficient free inlet of air to supply the fan with which it is 
used. For’ the largest sizes of fans a double section of heater is used, in order to reduce the 
height of the heater and secure sufficient free inlet of air. 





American Steam-Coil Heater 
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The terms Right Hand and Left Hand refer to the position of the pulley in relation to a 
person facing the outlet of the fan. 

When direct connected engine is used it takes place of pulley. Left Hand fan has a Right 
Hand engine. Right Hand fan has a Left Hand engine, 
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The American Steam Pipe Rack-Dryer 


The Steam-Pipe Rack Dryer is essentially a rapid dryer, and it is important to determine 
the drying qualities of clay or shale intended to be dried by this process. Brick made today 
are dried tonight and are taken to the kilns the following morning, and it is important to know 
that the clay will stand such rapid drying as this before selecting this type of dryer. 


The principle of drying is that of conduction or direct radiation. Therefore it is the most 
economical dryer that can be installed. It is especially adapted for handling and drying soft- 
mud common building brick, and lends itself better to this process than to any other process of 
clay working. 


With our system of steam-pipe rack dryers, we have organized the loading and unloading 
of the dryer in a scientific manner. The pallets of newly made brick go from the brick machine 
direct to the dryer at a certain fixed speed per minute, the men in the dryer are working at a 
uniform speed, and the empty pallets are being returned to the machine accordingly. This is an 
especially advantageous feature. 


With our system of steam-pipe rack dryers, we have arranged our manifold system of. piping 
so as to get the utmost efficiency from the steam, and operate the dryer exclusively under the 
vacuum system, using low-pressure steam. There are more heat units available for drying 
purposes in low-pressure steam than there is in high-pressure steam, and with the properly 
organized arrangement of manifolds and piping the utmost efficiency is secured. 


With our system of taking the brick from the dryer to the kilns there is absolutely no con- 
flict with the men who are loading the dryer, and this work is so arranged as to protect the 
brick and make handling as easy as it is possible to do. 


The arrangement of our buildings for the dryer are such as to give the workmen plenty of 
light and plenty of air and tends to their satisfaction. In fact, throughout the entire system 
the labor conditions are most desirable. 


In designing the dryer and furnishing the materials for it, we have kept paramount quality 
only. We recommend and use only full weight wrought iron pipe and pallets that, while light, 
are still heavy enough to stand the service without bending and are practically patent level. 


Every pipe-rack dryer installation is a local proposition, depending upon the capacity per 
day desired, the space available in which to build the dryer and the number of brick per pallet; 
therefore we arrange to submit proposals for these dryers in accordance with the customer’s 
requirements. 


Operation 


When the mold of brick is taken from the machine the brick are dumped from the mold 


onto a steel pallet, placed on what is termed an automatic dumping table, as shown in illus- 
tration ‘‘A.” ; 


As the man dimping the brick lifts the mold, leaving the brick on the pallet, the loaded 
pallet automatically passes off on the gravity carriers or cables, as the case may be, to the oper- 
ator in the dryer, who places it on the steam-pipe shelves. The transferring of the loaded pallet 
from the cable system to the steam-pipe shelves is not a difficult operation, as may be seen from 
illustration ‘‘B.” The top shelf is only 65 inches from the ground, and the pallets slide onto 
the shelves endwise. 
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Illustration ‘‘B’’ 
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It will be seen from illustration “B,” that the operator in the dryer also places the empty 
pallet on the under cables to be returned to the pallet boy at the brick machine, thereby syste- 
matically controlling the transfer of the loaded pallets into the dryer and the return of the 
empty pallets. 





Illustration of Manifold with Braces 


pallet cannot interfere with the men who are loading the dryer, and, as will be seen in illustra- 
tion “A,” the empty pallet returns on a small elevator, one pallet at a time, to the pallet boy, 
thereby making his work very much lighter than-on any other system. : 

In unloading the dryer the operators remove the pallets of dry brick from the pipe shelves 
on the opposite side of the pipe shelves from the operators who are loading the dryer with 
green brick, as may be seen from illustration “C.”" The dried brick are edged by one operation 
onto a car holding approximately 500 brick, and when this car.is loaded the same operator 
transfers the brick from the dryer to the setters in the kiln. By this car system it is possible 
for one man to transfer 10,000 brick per day from the steam-pipe shelves in the dryer to the 
setters in the kiln. It will be seen from illustration ““D” how the system is carried out at the 
kiln end. An important feature of the car system is that the setting gang is made independent 
of the machine gang, and it is then not absolutely necessary for the cables to operate in unload- 
ing the dryer. 
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Building 


The building covering the pipe-rack dryer is comparatively small. There is no underground 
brick work, excepting the foundation piers for cast iron racks and the foundations for the build- 
ing walls. The dryer building is only 6 feet 6 inches high at the eaves. Illustration ‘““F” shows 
the design of the building. 

















Illustration ‘‘F’’ 
Model Construction of Steam-Pipe Rack Dryer Building 


Another important feature of our design of building is. the provision we make for light. The 
lower portion of the monitors is glazed so the rays of light enter the alley-ways obliquely, and 
strike fully on the racks on either side, making it just as light to work in the pipe-rack dryer as 
in the old rack and pallet system. The upper sides of the monitors are fitted with suitable 
vent openings for taking off the vapor. The vapor will rise and pass out of the ventilators 
while the cold air enters through the ventilators to take its place. 
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Low-Pressure or Vacuum System 


In order to utilize exhaust steam from the engine in a compartment of the dryer as soon as 
it is filled, during the day, and to operate the entire dryer with live steam under low pressure 
during the night, we have equipped the American Steam-Pipe Rack Dryer with an automatic 
vacuum system, consisting of mechanically perfected devices of original design. 

This automatic vacuum system insures perfect circulation of steam and the positive opera- 
tion of all radiation throughout the drying system. As-a partial vacuum is maintained in the 
return piping and right up to the outlet of each automatic vacuum return trap, the water of 
condensation and air are both withdrawn as fast as formed, thus all air binding and water 
logging of steam piping is positively prevented. With this system a modulated heat may be 
obtained, when full heat is not desired, without danger of the steam pipes filling with water, 
and as all water is quickly removed from piping, the heat units in the steam are all available 
for heating purposes and are not expended as work (the mechanical equivalent of heat) in push- 
ing or forcing slugs of water through the system. 

The system lends itself admirably to the use of higher pressures at night in case this may be 
found necessary in order to dry the brick within the desired period, and the system can be 
changed from exhaust steam to live steam, or vice versa, by operating not over four valves. 

Of all waste heat about any plant, the exhaust steam is the most important, being the 
cleanest and most easily controlled, and therefore it should be utilized in every case. 

When the men who place the pallets on the pipe shelves have completely filled one com- 
partment, then the exhaust steam from the engine or a small amount of live steam from the 
boiler, or a mixture of both, can be turned into this section of the dryer, and in this way a large 
number of the brick can often be “‘set up”’ before the day’s work is completed and some time 
gained in drying. ; 

Advantages of the Pipe-Rack Dryer 


The principle of this drying system is that of direct radiation. The steam passes through 
the pipes underneath and in direct contact with the pallets, and radiates through them, thereby 
heating the brick and taking out moisture very rapidly. As compared either to a rack and 
pallet system or to an open yard system, it has a great many advantages. It gives uniform 
drying of material, as every brick is treated independently and not collectively. This more 
uniform drying of the brick very often reduces the time required in burning, gives a more uni- 
form color, and in many other ways produces more satisfactory brick. 

With the use of the cable system, brick which are made with square corners and well 
defined edges at the brick machinery end, will go to the kiln in the same condition. 

Another advantage of this dryer is that it places the brick plant on a positive commercial 
basis, and the brick-maker can take contracts to furnish brick at stated periods without fear 
of failure in fulfilling the contract. 


Clay Test. 


Mention has been made of the pipe-rack dryer being essentially a rapid dryer. Therefore 
it is important to have each clay thoroughly tested in order to determine how rapidly it may be 
dried successfully. We have a well-equipped Clay-Testing Department in charge of experienced 
men and are prepared to make reliable practical tests of clays for all purposes. 


Engineering 


The successful solution of drying problems calls for engineering of a special character. We 
have a thoroughly organized Engineering Department, and therefore are prepared to handle the 
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design, construction and installation of a pipe-rack, dryer in the most approved and modern 
manner. This Engineering Department is maintained not only to protect ourselves, but also to 
protect our customers against error in design and construction. Therefore, when you place your 
order with us for a dryer installation, you are assured of the very best service obtainable. We 


build and equip all types of dryers and will install that dryer which is best adapted to your 
conditions and clay. 


Regarding Patents 


We own and control the vital patents which make the American Steam-Pipe Rack Dryer 
a success. 


No. 709 Pallet Elevator 


This elevator, shown in illustration “A,” is designed for use in a pipe-rack dryer to more 
conveniently deliver the empty pallets from the return conveyor to the dumper and to dispense 
with the services of an operator to handle them. It is equally well adapted for- use in connec- 





tion with pallet cable conveyors and out-door shelf rack dryers. It is a labor saver and a great 
convenience in soft-mud plants that are designed where these conveyors can be used. It is 
self-contained and of simple and substantial design. 

The conveyor apron consists of link chains with steel cross-bars, to which are attached hard 
wood slats and suitable canvas belts. This construction is found especially advantageous for 
handling steel pallets without damage to the pallets or without being unduly noisy. We have 
used all-steel elevators, but the combination here illustrated possesses some advantages over the 
all-steel construction. The driving pulley is 24 inches diameter, 514 inches face, equipped with 
hub-clutch, so the conveyor can be promptly stopped or started. 


are delivered to the receiving platform. The pallet boy then transfers the pallets to the dumper. 
Width of elevator over all, 6 feet, 41% inches. Height is made to suit installation. Weight, 
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Alsip Conveyor System 
(Patented) 


We have the exclusive right to manufacture and sell the Alsip Conveyor System, which 
is becoming more and more popular as clay-workers become acquainted with its advantages. 
This system is in use in a number of plants and has proven perfectly satisfactory. We are 
prepared to install the system in any plant to meet the requirements of that particular plant, 
and can guarantee satisfactory operation. 





Equipment for Alsip Conveyor System 


The Alsip Conveyor System is intended for conveying pallets of brick automatically from 
the machine to the drying racks, or to the yard where the drying is done, or into an artificial 
dryer. It is also used for conveying the pallets of brick from the dryer to the kiln and return- 
ing the empty pallets to the brick machine. It consists of a dumping table next to the brick 
machine upon which the pallets are placed and the bricks dumped thereon. The pallets con- 
taining the brick are automatically delivered to the cables, which carry them to the drying 
racks or dryer or yard, as the case may be. These cables are driven by sheaves which are 
attached to the dumping table, and are supported at intervals by idler sheaves that prevent the 
cables from sagging. The idlers are supported by cast iron stands, which are securely anchored 
to the ground and are placed about 8 feet apart. At the lower end there are sheaves placed in 
a securely anchored frame, and the sheaves are so arranged that the slack in the cable can be 
taken up by the turning of a hand wheel. This end is called the take-up end, and the upper 
end, which is next to the machine, is called the dumping end. The system, therefore, consists 
of the dumping end, the take-up end, the idler sheaves and stands, and two endless cables. 
The pallets, after the brick have been taken from them, are placed on the under cables, which 
return the pallets to the brick machine. This system is designed for carrying the brick on pal- 
lets. For soft-mud brick the pallets contain 6 brick, and for stiff-mud brick the pallets contain 


from 8 to 10 brick each. 
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Steel Dry : Cars 


The frame of our Steel Dry Cars are made of structural steel throughout. The side rails 
are tied together with angle cross-ties securely riveted. The cars are prevented from telescoping 
by angle iron bumpers riveted to the end cross-ties and ends of side rails. The uprights are 
made of heavy angles, which prevent them from bending under the strain of rough usage often 
received. The uprights are securely riveted to gusset plates which are riveted to the side rails, 
making a substantial brace. This construction is an additional preventive against the uprights 
bending. The boxes are solid cast iron, bored true and dust-proof. They are fitted with cold 



















































































In writing about cars, it is imperative that you give “track gauge’’ as indicated 
by above diagram. Your close attention to this will avoid a great 
deal of unnecessary trouble and loss of time. 


rolled steel pins, making them anti-friction pin bearings, insuring an easy running car. The 
wheels are cast iron, strong and substantial. They are bored true in the hub and pressed onto 
turned steel axles, which are turned so that the wheel is pressed up to a shoulder, making it 
impossible for the wheels to work in on the axle. 


Our standard cars are of uniform width, length and height, and the wheels are pressed onto 
the axles to suit a 24-inch track gauge. The decks are made of channel steel. The lower deck 
is riveted to the cross-ties of the car, while the upper deck is independent. The upper deck is 
constructed of steel channels, which are riveted to cross-angles, and are provided with substan- 
tial corner braces which hold them square. While we try to confine ourselves to our standard 
size cars, we are prepared to furnish special cars of any dimensions or to make the gauge of 
wheels to suit any track gauge already established. 
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. American No. 128 Steel Dryer Car, Weight 300 Pounds 
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Specifications 
Standard Steel Double-Deck Cars 


2 side frames, 24%x3x angles, 6 feet 
8 inches long. 

4 cross-bars for double-deck cars, 144x1\% 
x 35 angles. 

Decks, 2144x4%x% channels, 6 feet 6 
inches long. 

Uprights, 2x 114 x 3% angles. 

Gussets, 1% inch thick. 


Rivets, 3%. 
_ Bumpers, 2x 2x3x V4 angles. 
Axles, 114% inches diameter. 
Wheels, 1014 inches diameter. 
Bearings, 13’ inches diameter, self-align- 


ing roller bearing. 


Rollers, 3x 14% inches, 11 rollers per 
bearing. 


Dimensions 


Length of Deck... yep. ene eee tegen a 6: ft.°6: in. 
Width over Bide ‘Rails. 3), 5503 oe yo ee ee 2 ft: 6: in. 
Width over all. 2.0 iis ee a ey ee 3 ft. YY in. 
Height from top of Rail to top-of Side Rall 2 1234 in. 
Height from top of Rail to top of Uprights................................. 2 ft. 1114 in. 
Track Gauge... .....55, tigen eee ae 24 in 
Wheel Base. ....../ ive Soe Pee ee ee 3 ft. 9 in 


Specifications 
Standard Steel Single-Deck Cars 


2 side frames, 2144x 3x1 angles, 6 feet 8 
inches long. 
5 cross-bars for single-deck cars, 2x 1144x & 


Rivets, 3%. 
Bumpers, 2x 2x 3x 14 angles. 
Axles, 114 diameter. 


angles. Wheels, 1014 diameter. 
Deck, 2144x14x 1% channels, 6 feet 6 inches Bearings, 17% diameter self-aligning roller 
long. bearing. 


Gussets, 4 inch thick. 


Rollers, 3 x 13%, 11 rollers per bearing, 


Dimensions 
Length over all... mile, i yi98 cite ci mer ewes et 6 ft. 81% in 
Lengthof Deck. 1-00 is. ge gee oe eae 6 ft. 6 in. 
Width over Side"Ratls.. 7) 632 2 ee SaaS Gots Sema 2 tt 0. ini 
Width over. alt.) 0.55 S70 ts eee ht ea We ee 3 ft. \% in 
Height from top of Rail to top-of Side: Rail. 0 1234 in. 
Track Gavigesi. (02.1524 06 sodepeer rom ohn woos coy Vee ee eee ea 24 in. 
Wheel Base... 2 igus Mice i a hs ee 3 ft. 9 in. 
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American No. 125 Steel Dryer Car, Weight 340 Pounds 





American No. 126 Steel Dryer Car, Weight 270 Pounds 





American No. 82 Steel Dryer Car, Weight 350 Pounds 
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The No. 338 Single-Deck Dry Car has the side rails turned out and bent up at each end, 
forming pushers and supports for bumpers. Weight, 382 lbs. 


Specifications 
Side frames, two 3-inch x 24-inch x 14-inch Bumpers, four 2-inch x 2-inch x Y4-inch angles. 
angles. Axles, 14-inch diameter. 
Cross-bars, four  2-inch x 11-inch x 33;-inch Wheels, 1014-inch diameter. 
angles. Bearings, self-aligning roller bearings, 1;5- 
Deck | slats, six 24-inch x 14-inch x ly-inch inch diameter. 
channels. Rollers, 3%-inch diameter. 1jg-inches long, 
Rivets, 34-inch and 14-inch diameter. . 11 rollers. per bearing. 
Dimensions 
oneth over alle. os ee ee O:fti14iein 
enath of Detle.25 big oe eee et 6 ft. 6 in 
Width over Side: Rails. ics gee ee ee 2 ft. 101% in 
Height from top of Rail to POD OY Se Seah cS Se ea 1234 in. 
Height from top of Rail to POP OR ROME, Ce ee er 2 ft. 634 in 
getty cee ke me ee 24 in 
Mibpmcinen rcs es 2 a a 3 ft.8 in 
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No. 295 American Triple Deck Car 
For Hollow Block, Drain Tile, or Fire-Proofing 





This car is built with detachable-deck supports for the middle deck, so as to adjust the 
height of deck to suit the size of ware. Weight 483 lbs. 


Specifications 
enpth\ ‘over alln oie ee ee 6 ft. 8 in. Height from top of First Deck Support 
Width<over alln. 220953 es 3 ft. 11% in. to under side of ge Deck 
Width between Uprights........... 3 ft. 8 in. SRDUOLE (as atest 4° in. 
Height from top of Rail to lower Deck Deck Supports....... i -in. x £263 -in. x Yai in. angles 
Support or Side Rails...........-. 1234 in. Height from top of Rail to top of 
Height from top of Lower Deck Upper Deck Support........... 4 ft. 34 in. 
Support to under side of First Deck Prarie Gave tes aie ls feet esta. Se bese Skt: 
Support. . i Phd ims co WWNGe es Aaser sot ie ek os ws 3 4t., 9-in. 
Height from ‘top ‘of Lower Deck “Sup- Wikeelsceun ot ean ae rere hie 10%-in. Diam. 
port to under side of Second Deck Ji Un cya gee aaa te oe aR ee 114-in. Diam. 
Support. . ica 1 ft. 1014 in. Bearings, self-aligning, pin bearing. 


No. 331 i Agweriéan Triple-Deck Dry Car 


This car is similar in construction to our No. 295; it is built with detachable deck supports 


for the middle deck, so as to adjust the height of deck to suit size of ware. Weight, 451 Ibs. . 


Specifications 
Length over-all: cae, ce ees 6 ft. 1134 in. Height from top of First Deck Support 
Width Oweralk ie nara a dey 3 ft. 7% in. to under side of Upper Deck 
Width between Uprights........... 3 ft. 4 in. SOUS TIOM ea eters tas Sr ows 9h 1 ft. 41% in. 
Height from top of Rail to top of Height from top of Rail to top of 
Lower Deck Support or Side Rail. .1234 in. Upper Deck Supports.......... 4 ft. 34 in. 
Height from top of Lower Deck Sup- . Deck Supports...... 2-in. x 2-in. x 14-in. angles 
port to under side of First Deck rack Gauge ect cg es ees 2 ft. 21% in. 
Support. . PVs ev UR Toisas ial Pel bso hepipeine ch rr gan ee ee 3 ft. 9 in. 
Height from top ‘of “Lower Deck Sup- Wipelst Aa sm Gare s sales 1014-in. Diam. 
port to under side of Second Deck To ALEC RE Saha apee Daca Rik hc a a ee rm 11%-in. Diam. 
Support. . Sans ea 1 ft. 10144 in. Bearings, self-aligning, pin-bearing. 
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American No. 129 Steel Rack Car 
For Soft-Mud Brick 
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Specifications 
2 side rails, 3x 2x 14-inch angles, 6 feet 6 Braces, 114 x 4 inches. 
inches long. Axles, 114 inches diameter. 
4 cross-bars, 1144x 114x ze-inch angles. Wheels, 1014 inches diameter. 
8 uprights, 144x114x \4-inch angles. Wheel base, 3 feet 9 inches. 
48 shelves, 14x14 x Yé-inch angles, 2 feet 9 Bearings, 1,5 inches diameter,  self-aligning 
inches long. roller bearings. 
Shelves spaced 434 inches. Rollers, 3% x 148 inches, 11 rollers per bearing. 


Car will hold 72 pallets 34 inches x 10 inches. Bumpers, 2 x 144 x 2x 44-inch angles. 


Dimensions 
Length ower ‘alle. 025 Siisgt st ere are eee 6 ft. 7 in. 
Width ‘between Uprights: 2. (ue a ge a ee 24t.; 6: 1n, 
Width over: ahs) i pois oe eee ee ge 3 ft. \Y in. 
Height from top of Rail to oprah Sule Rats Ly i eae he eee 1234 in. 
Height from top of Rail to BOP Oh MDRRHE.. Sy. Ge Lr Oa ee 5 ft. 101% in. 
Track Gauge. s(tos Nepcore scales he oe Rt ye 24 in. 
Weight . v.00 tyges Dae Rete ee een ic, ce 495 Ibs. 








American No. 347 Steel Rack ord Car 
For Silica Brick 


This car is especially designed for drying silica brick. The frame is built of steel through- 


out, securely braced, and is of an extra heavy and serviceable construction. 


It is built to hold 


104 pallets 1014 inches wide by 30 inches long, 2 pallets long, 4 pallets wide and 13 pallets high. 


Weight, 955 pounds. 


Specifications 


2 side rails, 4x 3x 3 angles, 6 feet 3 inches long. 


3 cross-bars, 24x2144x%@ angles, 3 feet 
VY inch long. 
8 uprights, 214x2144x %% angles, 5 feet 31% 


inches long. 

4 shelves, 2x 2x ;%; angles, 3 feet 6 inches long. 

48 shelves, 144x144x angles, 3 feet 6 
inches long. 

Shelves spaced, 4 inches. 

2 side braces at top, 2x 2x 33; angles, 6 feet 
14 inch long. 


6 diagonal braces, 1x 4 bar. 

Axles, 144 inch diameter. 

Wheels, 101% inches diameter, 
extra heavy. 

Wheel base, 3 feet 9 inches. 


chilled tread, 


Bearings, 17% diameter, self-aligning, roller 
bearings. 

Rollers, 3 diameter, 17% long, 11 rollers per 
bearing. 


Bumpers, 24x 24x %% angles. 
Gussets, 14-inch steel plate. 


Dimensions 


Penprioverale cin ees aoe pea Eh ee oa 
VCE OMT oat coca eth hic ee Wee een ey oe 
Width between Uprights..................0... 
AMIGteD VEE  ONOIVESs sys ne tee le Sates 
Height from top of Rail to top of Side Rail... 
BEPACI As AUCB ign fata iP ea i eee Ue 


iOS SOCOAC 6 2 Cao ie en ee 3 ft. 6% in. 


Patt Dh ee RP a og eC 3 tes 6 in. 

















The American No. 5 Single 
Transfer Car is substantially con- 
structed and is supplied with a 
brake and handle. 


Length over all, not in- 
cluding Handle. ...6 ft. 3 in. 


Length over all, includ- 
ing Handle....... 8 ft. 11 in. 


Width over all ........ Sit.67 in; 


Distance from center to 
center of Wheels ..4 ft. 8 in. 


The Wheels are 17 inches in diam- 
eter, 214 inches Tread. 








American No. 6 Transfer Car 


The American No. 6 Double Transfer Car is supplied with a brake and handle, and is well 
and strongly built. : 


Length over all, not including Handle 90 703..00 000 Pe Set 10 ft. 3 in. 
Length over all, including Handle: «2.640. .¢ 4). Meare ah 8) 13.ft.23" ink 
Width: over alte 7302s oo ae Soma Gey he eS 5 Lt. 6s 
Distance from center to center of Wheels...........................000000 8 ft. 6 in. 
Height ‘of Wheels. 00) 000, oc a ee Sk ee ee 17 in. 
Treads. orgie eee ee ae PRG ee ag eps Cane Spe eS Pot 2% in. 
Track Gauge: bebwees Romeo 52022760. ok ee 4 ft. 0 in. 
Distance from top of Track of Rail to top of Rail on Transfer\Gar..,.........:...... .7% in. 


Weight,. 1,400 pounds. 
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American No. 5-B Combination Transfer Car and Turntable 


This is a combination of the No. 5 Transfer Car and the Style ‘‘B”’ 6-Foot Turntable. 


Pianos (GaueeOlatAnsier lcahe sates ees fe Men re al ee t 48 in. 
(brig Weaupe- on bieitablen ees cece ten ee gy Sean AM SS vee eee ce 24 in. 
Height from top of Rail of Transfer Track to top of Rail on Turntable................ 15 in. 


Weight, 1,700 pounds. 


American No. 296 Triple-Track Electric Transfer Car 





The No. 296 Electric Transfer Car is designed for handling dryer cars from machine room 
to dryer or from dryer to kiln. It is equipped with either a direct or alternating current 10 
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H. P. motor, also for either overhead -trolley wires or the third rail system, as may be specified 
on order. 

The motor is geared direct to the driving axle and is mounted on a heavy cast iron base 
plate extending full width of car, which also supports the brake apparatus, adjustable trolley 
pole and controller. The controller and brake lever are conveniently located for the operator, and 
the car is at all times under perfect control. Each dryer car track is equipped with two of our 
adjustable wheel locking devices for blocking the dryer car on the transfer car. 


Capacity — 


The rated capacity of triple-track car is two loaded and one empty dryer cars at a speed of 
600 feet per minute. 


Main Frame — Specifications 


Wheels — 


Are chilled cast iron, strong and well proportioned, 1714 inches diameter, 3 inches face, 
1-inch flange. Weight, 150 pounds. 


Journal Bearings — 


Bearings are 27% inches diameter, 635; inches long. They are made according to Master Car 
Builders’ specifications and are furnished with brasses and have reservoirs for oiled 
waste underneath the axle. They are covered to exclude dirt. 


Axle — 


Cold rolled steel, 3 inches in diameter, 


Gauge and Wheel Base — 


Track gauge, 4 feet. Wheel base for triple-track car with 24-inch gauge dryer car tracks, - 
13 feet 1 inch. 


Dryer Car Tracks — 


From top of transfer car track to top of dryer car track, 75% inches. F rom inside of trans- 
fer track to end of dryer car track, 10 inches. Length of dryer car track, 5 feet 
8 inches. Gauge made to suit specifications on order. 

Weight, 5,880 pounds. 


Dimensions 
Length over all, 24-inch Gauge Dryer Tracks........... ates RA ee Ey er ae 19 ft. O in. 
Width over We Girs ie Sa eee RG 5 ft. 1114 in. 
Height of Trolley Wire, from NOD GE TRAE, fo ig es goa oh LI ee 8 ft. 0 in. 
Center to center of Dryer Car Tracks for 24-inch Track Sealige Fic ee ee 3 ft. 914 in. 
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Figure 1, Style ‘‘C’’ Turntable Closed 





Figure 2, Style ‘‘C’’ Turntable Open 


The base of this turntable is designed with a track, which is faced true, and a center post, 
which is provided with a turned raceway. The turntable is also provided with corresponding 
‘track and center raceway. The table rests on eight 1-inch balls, forming a ball bearing center 
plate. An intermediate, independent roller frame is used, the center of which slips over the 
center post to keep the roller frame central and the rollers on the tracks. The base is arranged 
with a rim projecting above the track, and the turntable has a similar rim, which telescopes 
over the base rim; this prevents dirt and snow from getting under the turntable. On top of the 
table are two sets of track rails placed at right angles with each other, with the necessary stops 
to prevent the cars from running off and to hold the table from turning while cars are moving 
on or off ‘the table. 

Figure 1 illustrates the table down or assembled. Figure 2 represents the turntable raised, 
showing construction. 

These tables are the lightest running on the market, and are made for heavy duty. We 
furnish them 6 feet and 8 feet 6 inches in diameter. The track rail can be made to suit the 
gauge of cars used. 

Weight, 6 foot turntable, 2,330 pounds. 8 foot 6 inch turntable, 3,650 pounds. 
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Elevating Car Drying System 


This method of drying brick without the use of dry cars was first introduced about twenty- 
five years ago and has become popular in many parts of the world. When used in open-air 
dryers it is especially adapted for the hot countries, and has been applied with great advantage 
in those parts of the United States where the weather conditions favor such drying. The system 
can also be used advantageously in connection with the steam dryer. In fitting a yard for this 
system the size of the equipment and number of appliances are,’of course, governed by the 
capacity of the plant, and the low first cost of such installation is a very attractive feature. 

A sufficient number of drying racks are provided and erected parallel with each other, and 
the track made of light ‘‘T” rails laid between the racks for the elevating cars. The drying 
racks are usually placed between the machine room and the kilns, and are made of a proper 
height to accommodate the pallets of brick from the elevating cars, and the general method of 
handling the product of the machines is as follows: 

The No. 189 Turntable and Rack is placed convenient to the off-bearing table. The pallets 
to receive the brick are placed on the top of the supports. The brick are hacked thereon and 
when the capacity of the car is reached the No. 287 Car, with the upper frame let down to the 
lowest point, is run onto the track of the turntable holding the loaded pallets. The frame of 
the car is then raised up by means of a crank placed at one end of the car, which lifts 
the entire load of brick from the supports. The car can then be withdrawn and with its load 
taken to the end of the track where it is run onto one of our standard transfer cars. This 
transfer car is then moved to the track of the rack which is being filled and the elevating car 
run along the tracks between the drying racks until the proper point is reached, when the entire 
load is deposited upon the rack by simply lowering the frame of the car. The car is then with- 
drawn and returned to the machine room where the operation is repeated. When the brick are 
sufficiently dry to be set into the kiln another No. 287 Car is put into operation at the kiln 
end of the drying racks, the car being run under the loaded pallets as they rest upon the racks, 
and then elevated, raising the load from the racks. The car is then run up to the transfer car, 
one of which is also used at this end of the dryer. The transfer car containing the elevating 
car loaded with brick is then run to the track leading into the kiln which is being filled. 

The No. 190 Portable Turntable is usually placed at the end of the track inside the kiln to 
facilitate the transfer of the car loaded with brick to the kiln delivery rack. The car is run 
onto this rack, the load lowered and the car removed. The tossers stand on a platform. pro- 
vided on both sides of the delivery rack and the brick are tossed to the setters. 

It will readily be seen that this constitutes a system which can be operated without a great 
expenditure for installation and maintenance and that it can be applied in many cases and a 
considerable saving in drying and handling costs can be made. 

The appliances here illustrated are designed especially for this work. The same care is 
exercised in the construction, and high-grade material is used throughout, as in the balance of 
our “Built Right, Run Right” line. Our Engineering Department is in a position to furnish 
detailed plans and specifications adapted to plants of all capacities. 
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The American No. 287 Elevating Car is simple in design and efficient in operation. It can 
be elevated 234 inches. A 10-inch crank, placed at either end of the car, furnishes the means of 
elevating. The load can be raised any height desired up to the 234 inches limit and the load 
held at any point. The elevating device consists of a sleeve surrounding the axle with an 
eccentric in the middle and at each end. The eccentrics are turned to the same diameter. Those 
on the ends of the sleeve run in self-aligning pin-roller bearings under the car. The center 
eccentric carries a worm wheel. The operating worms are mounted on a shaft running over the 


axles and at right angles to them. This worm revolves the eccentric for raising and lowering 
the car. The end thrust of the worm shaft is equalized by using a right-hand worm on one end 
and a left-hand worm on the other. Inside the eccentric sleeve is a self-aligning pin-roller 
bearing at each end which carries the load and forms journals for the axles. 
Specifications 

GET crsT cs telat: G9 Se ORC AMER Co a cr pee ans Reais 4D aia Oey Be. Un ean gee SA eal SRS ee eae a 4,000 Ibs. 
ANY ROA OT NV oe REUSE ee ak OP ean Reagan ti ec Paihia ape OG. Ge Ne aa 24 in. 
Wiheek base tice eet nes ha Ss Pi eR ae Sere y aE Te BEGEN wy bias SrtA in, 
Piles eee tears naar os oem eet enn Wee een Re way Oneal g ahr mete a CUE Oa ey 134 in. 
Wiheels cic hse a Sena ane a eR cr (ees a Re aie 161% in. diameter, 134 in. tread 
Pleione “when lowered sn eee craters sea ew outed aiase geet ae 221% in. from top of track rail 
Flew when raised. 23 cies oer. eee os ay aon occa a 254 in. from top of track rail 
UVES Gol ias hare |] Reo Raiaiacr ttre Geo pean. RL Eek nena igs As. PE per aiurseane aro gee Pe tartar SOUS Rr hm ean Pat. 3in. 
WaAdtineOnentalbncte. sii ia UNSC agree a nia ue oh Trotman et en dns RE EME SER Ghat y ene ata 2th. 9) in: 
Weneti rat Wecke Ole Can ats 5 ets cut ahib eats at VN eA alts Peete Ey RUAN Ss Rola a 6 ft. 4 in. 
iota inicate) Gkh BTetol taote\ ci Gi: | cippentou nm sant are Rn One puce rer ana pau ee RUO gigas aL alte cya anh ete aaa Zeit. Onin. 
VOI ar ide eat erate eee gia pear chars tai ih ane e inane aerren Gtaety tay Gaile k VANS Salo g leas 1,200 lbs 
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This apparatus is used next the off- 
The cast iron base is mounted on 4x 6- 
is made with a long bearing of ample pro 
of the cast base, 





insuring easy operation. Two “T” rails, 6 feet long and of the proper weight, 
are bolted to the cast base. The heavy cross-angles extending at right angles to the rails 


Height from bottom of skids to.top of supports 2114 inches; the height being governed by the 


use of the tossers who stand on them when tossing the 


Track rails, 


24 inches gauge, 6 feet long. Length 
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of pallet supports, 6 feet 8 inches. 
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No. 190 Portable Turntable 








It is necessary to have a portable turntable in the kiln, and the No. 190 Turntable is used 
for this purpose. This turntable is similar in design to our No. 189, with the exception that it 
is not furnished with the rack. The cast iron plate to which the rails are bolted is mounted on 
4x 6-inch skids, not shown in illustration, to which is bolted a Stang substantial center plate 
designed for ease of operation. 

The track rails are 24 inches gauge and 6 feet long. Height from bottom of skids to top 
of rails 12% inches. 
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The American Line of Sand-Lime 
Brick Machinery 


For half a hundred years The American Clay Machinery Company has been devoted to the 
development and manufacture of brick-making machinery. Though stiff-mud, dry-press, and 
soft-mud processes are entirely different, each process was taken up in its turn and developed. 
Not content with making a line of machinery for the manufacture of clay products by any one 
process, The American Company has mastered each line and has placed upon the market the 
recognized standard of excellence in machinery for making brick by that process. This thorough 
and aggressive policy has placed The American Company easily in the lead among machinery 
builders, and it is recognized the world. over as the largest and leading manufacturer of clay- 
working machinery. Being leaders in the development of the brick-industry, it was but natural that 
the advent of sand-lime brick was met by this company with a thorough investigation of machin- 
ery and methods. The early promoters of the business surrounded it with mystery and sold 
secret processes and formula, claiming they were necessary to the successful manufacture of 
sand-lime brick. The American Company stripped the process of the mystery surrounding it 
and placed it on a business basis. Seeing the need of suitable machinery and methods, a line 
of presses, mixers, hardening cylinders, cars and other appliances was designed and placed upon 
the market. Being the leading manufacturers of brick-making machinery, and having experience 
of half a century, it was natural the American line of sand-lime brick machinery should be 
successful from the start, and each machine has proved to be the very best, most satisfactory 
and excellent appliance for the purpose. Our line of sand-lime brick machinery is by far the 
most extensive in the world. It includes everything necessary to manufacture sand-lime brick, 
each machine and appliance being built in our own factory, under our own supervision, and of a 
quality that we can guarantee. Correspondence is solicited on this or any other topic relating 
to the manufacture of structural ceramics. We issue a sand-lime brick catalogue in Spanish, 
which will be mailed to parties interested upon request. 


Address all correspondence regarding sand-lime brick machinery to The American Clay 
Machinery Co., Willoughby, Ohio, U.S. A. 
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Sand-Lime Brick Machinery Factory of The American Clay Machinery Company, located at Willoughby, 
Ohio, Much the Largest Manufacturers of Sand-Lime Brick Machinery in the World 


Sand-Lime Brick and Their Manufacture 
General 


Sand-lime brick are now successfully manufactured in nearly all the civilized countries of 
the world. The growth of the business during the last fifteen years has been marvelous. The 
business is firmly established on a commercial basis, and is undoubtedly one of the most profit- 
able enterprises that can be established in proportion to the amount of capital involved. The 
most important step that has ever been taken in perfecting the manufacture of these brick was 
when Dr. Michaelis of Berlin discovered that they could be hardened in less than twelve hours 
time if subjected to the action of live steam under high pressure in a hardening cylinder. Prior 
to this discovery the brick had been hardened by exposure to the weather for periods extending 
over many months. In the modern plant the sand can be taken from the bank and made into 
brick ready for laying in the walls, in less than 24 hours. 


Patents 


For many years Dr. Michaelis, the German chemist to whom the world is indebted for the 
fundamental process by which sand-lime brick are made, had his discovery protected by letters 
patent, but these patents have long since expired, and at the present time the standard sand- 
lime brick can be manufactured by any of the reliable processes without infringement.. Although 
many patents have been taken out from time to time by unscrupulous promoters on mysterious 
processes and chemical formulas relating to the manufacture of sand-lime brick, none of them 
are of any value, and they have been used, either intentionally or otherwise, for deceiving the 
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trade. Fortunately for the welfare of the business, however, these patent processes and formu- 
las have practically all been discarded, and the fundamental process, simplified and put on a 
commercial basis, is stronger than ever before. The American Clay Machinery Company has 
never championed any patent processes, but has concentrated its efforts in perfecting the four 
fundamental operations of manufacture, which are hydrating the lime, grinding and mixing 
the sand and lime, pressing the brick, and hardening them. 


Selection of Sand 


The first step to be taken in preparing for the establishment of a sand-lime brick factory is 
the selection of a site for the plant where sand is abundant and of proper quality. A large 
variety of sands, slags, crushed rock, lava and other materials can be made into first-class sand- 
lime brick at a reasonable cost. Parties contemplating the manufacture of sand-lime brick will 
do well to forward samples of their materials to our factory at Willoughby, Ohio, for examina- 
tion and testing. Our sand-lime testing department is fully described elsewhere in this catalogue. 
Sands rich in silica, sharp and granular, are the most desirable for making into brick, although 
by means of our improved wet and dry grinding process many other sands have been success- 
fully handled. Sands that are too coarse must be reduced before being made into brick, and as a 
general rule sands that will pass through from 60 to 100-mesh screens give the best results. 
The finest brick made result from the use of proper proportions of coarse and fine sand rather 
than from the use of all coarse or all fine sand. Sands that contain any considerable percentage 
of clay, loam, roots, dirt or other foreign materials, must be screened and purified before they 
can be used satisfactorily. 

Lime 

One of the most vital points in the preparation for manufacturing sand-lime brick is that of 
selecting a lime that is adapted to the purpose. Many limes can be successfully used. in the 
manufacture of sand-lime brick. The first requisite is purity. It must be a high calcium lime, 
and should be one that analyzes 98 to 99 per cent pure calcium oxide. The lime should actually 
be analyzed and show a very small per cent of impurities. Limes high in magnesia hydrate 
slowly, and are very weak in combination with the sand. Moreover, such limes are liable: to 
expand while the brick are being hardened and to crack a great number of them. Furthermore, 
limes containing magnesia are much more expensive, as this impurity is of no value in the brick, 
and enough more lime must be used in order to get the proper proportion of calcium oxide in 
the mixture. Commercial quick-lime is obtained by calcining limestone at high temperatures in 
a lime kiln, and in certain remote localities it is sometimes found advisable to install a lime kiln 
in connection with the sand-lime brick plant. Hydrated lime can now be purchased in commer- 
cial quantities from the lime manufacturers. . 

Mixing 

The hydrated lime and the sand are ground and mixed in our improved 9-foot special wet 
and dry grinding mill, a machine which was first utilized in the sand-lime brick industry “by 
The American Clay Machinery Company. It enables the manufacturer to combine the several 
operations of moistening, mixing, and grinding into one, thus greatly simplifying and improving 
the method of manufacture. It possesses the further advantage of so grinding the sand that it 
is given that sharp and gritty consistency which is so essential in obtaining a perfect bond 
between the sand and lime, and also in obtaining a high-grade product. The abrasive action of 
the mullers, by virtue of which the sand is broken up into sharp particles instead of into a fine 
powder, explains this advantage. By the use of the wet and dry-grinding mill the highest 
quality of brick yet made in the United States has been produced. 
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Characteristics of Sand-Lime Brick 


Briefly enumerated, the characteristics of sand-lime brick are as follows: Great crushing 
strength, no efflorescence, slight heat conductivity, ability to withstand the action of acids, heat 
and cold-resisting qualities, valuable for sanitary purposes, great electrical resistance, and economy 
in laying on account of uniformity in size, shape, and color. Extensive tests conducted by 
expert scientists have demonstrated that sand-lime brick will resist the action of acids, weather, 
fire, cold, compression and moisture with more uniform results than good qualities of clay brick. 


Cost of Manufacture 


The cost of producing sand-lime brick compares favorably with that of making clay brick. 
This might be expected in consideration of the fact that the raw materials are converted into 
the finished product in less than 24 hours, that the method of manufacture is practically auto- 
matic, and that the process of hardening is much less expensive than that of burning brick in 
kilns, to say nothing of the great saving of time. The cost of sand-lime brick in the United 
States varies from $3.50 to $5.00 per thousand, depending on local conditions, such as cost of 
lime, labor and fuel. In Mexico, Central America, South America and the West Indies, the cost 
of manufacture, as well as the market price of the brick, varies greatly, and it is, therefore, 
advisable for parties contemplating the manufacture of sand-lime brick in these countries to 
submit to us the following information, so that we can make the estimate: 

Wages per day of engineer, 

Wages per day of superintendent, 

Wages per day of fireman, 

Cost of common labor per day, 

Cost of sand, if any, 

Cost of quicklime or hydrated lime delivered at plant, 

Cost of fuel—wood, coal or oil. 

Upon receipt of the above information we can make a reliable estimate of the cost of the 
brick per thousand, and if the market price of brick is also given, we can determine what margin 
of profit will be left for the manufacturer. 


Colored Sand-Lime Brick 


The great majority of sands produce brick of a light gray color, although occasionally the 
brick are a yellowish brown, buff, or ochre, as influenced by the color of the natural sand. By 
introducing artificial color pigments into the mixture, a large variety of shades and colors can be 
economically and satisfactorily produced. 


Development of the American Clay Line of Machinery 

At the time the sand-lime brick business was introduced into North America, The American 
Clay Machinery Company was devoting its entire attention to the manufacture of clay-working 
machinery. The reports received regarding the new building material were so flattering, how- 
ever, that the company made a thorough investigation of the business in Germany, where it 
originated, through its own representatives and through United States consuls to the German 
Government. After having become satisfied that the business was thoroughly practical and 
legitimate and gave promise of permanency, The American Company then took up the compre- 
hensive task of designing, building, testing and perfecting a complete line of machinery and 
appliances to cover every step in the manufacture of sand-lime brick. In order to do this it was 
necessary to employ a corps of expert mechanical engineers and designers to work out machine 
designs, elaborate plans for sand-lime brick factories, and to solve the numerous practical and 
mechanical problems incident to the business. So rapidly and thoroughly was this work done 
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that in a very short time the company was enabled to offer to the trade a complete and efficient 
line of sand-lime brick machinery, the excellence of which immediately put it into the lead, and 
has kept it there ever since. To perfect this line of machinery was by no means an easy task. 
Each unit of the equipment had to be thoroughly tested for its particular work, and the weak 
points, if any, detected and remedied. In some cases it was necessary to discard certain ma- 
chines and replace them with others of more approved design and more peculiarly fitted to do 
the particular work required of them. In this respect the motto of the company has been, “To 
produce a successful machine for each operation in the manufacture of sand-lime brick.” After 
fifteen years of successful experience in the business, and after having installed scores of success- 
ful factory outfits, not only in the United States but also in Canada, Mexico, Cuba and South. 
America, The American Clay Machinery Company’s reliability stands unquestioned. 


Methods of Manufacturing Sand-Lime Brick 


There are a number of systems for the manufacture of sand-lime brick in general and suc- 
cessful use in this country. In one of these systems the quicklime, after being pulverized and 
hydrated, is mixed in proper proportions with the dry sand in a tube mill. Moisture is then 
added, and the mixture pressed into brick, which are placed on cars and run into a hardening 
cylinder, where they are subjected to steam pressure for the required number of hours. This is 
a very reliable process, and by means of it a uniform product without loss can always be obtained. 

In another of these systems the quicklime, after being pulverized and hydrated, is mixed in 
proper proportions with the sand in a wet pan, where moisture is added. The mixture is then 
removed from the wet pan, conveyed to the press, and made into brick, which are placed on 
cars and run into the hardening cylinder. This system commends itself to every careful inves- 
tigator on account of its comparative simplicity and the inexpensive outfit of machinery that is 
required. It is fast gaining favor with the manufacturers of sand-lime brick throughout the 
country. 

In the third or silo system, the quicklime is first pulverized and then mixed in proper pro- 
portions with the sand, after which moisture is added and the mixture placed in storage bins, 
where it is allowed to stand for a period of about twenty-four hours, until complete hydration 
of the lime has taken place. After the hydrating process is completed the mixture is pressed 
into brick, which are placed on cars and run into the hardening cylinder, the same as in the 
other processes. 

These systems are often modified to suit local conditions or the peculiarities of certain 
materials. In a number of cases it has been found advisable to make use of what is known as 
the division method. In this process the sand is divided, a part of it being mixed and ground 
with the total required amount of lime, while the remaining portion is added in its natural 
condition. In plants where tube mills are installed this result is brought about by by-passing a 
part of the sand to the mixer. This method may be utilized in connection with either the quick- 
lime or the hydrated-lime processes. By this process we are enabled to retain a portion of the 
natural grains of sand without pulverizing, thereby obtaining the very best of results and secur- 
ing a product of superior quality. This is also a very economical method, as it obviates the 
necessity of either drying or grinding that portion of the sand which is by-passed. 

The American Clay Machinery Company is prepared to furnish complete equipments of 
machinery and appliances for making sand-lime brick by these and all other known processes. 
Our Engineering Department is under the direction of skilled and competent engineers, thor- 
oughly acquainted with both foreign and domestic practices in this line, and we are prepared to 
furnish drawings and specifications for the erection of complete plants which will embody the 
most convenient construction in all details. 
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Sand-Lime Testing Department 


Parties who contemplate taking up the manufacture of sand-lime brick should in every case 
investigate the merits of their material and determine whether or not they can be successfully 
and economically made into this kind of brick. When subjected to a practical test some appar- 
ently excellent materials prove utterly worthless, while others superficially less promising produce 
exceptionally good brick. In testing out some materials it becomes apparent that the cost of 
manufacturing brick will be too great to make the proposition a profitable one. In such cases 
we tell our prospective customers the plain truth and save them any further expense or trouble. 

To parties wishing to have their materials tested we offer the facilities of our Testing 
Department at Willoughby, Ohio, at any time. This department is equipped with testing 
machinery and appliances of the most approved design, and the tests are made under the 
personal supervision of experts, who conduct them impartially and in the most thorough manner 
possible. For the present, no charge is made for these tests, our only stipulation being that all 
freight and express charges be prepaid, and that all shipments of material be plainly marked 
with the name and address of the shipper. 

We aim to make all tests promptly, and as soon as they are completed sample brick, 
together with complete reports of the test, are sent to the correspondent. We are always glad 
to have prospective customers present in person when their materials are being tested, for in 
this way they have an opportunity to observe the several steps and processes in the manu- 
facture of the brick. — 
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THE AMERICAN CLAY MACHINERY COMPANY 


Four-Mold Model ‘‘C’’ Sand-Lime Brick Press 


The 1918 model “C” press shown in the accompanying cut designed especially for making 
high-grade press brick. ns, 


Rated Capacity Per Hour— 


1,600 brick per hour at speed of 240 R. P. M. of the driving pulley or seven molds per 
minute. 
2,000 brick per hour at speed of 285 R. P. M. of the driving pulley or eight and one-third 
molds per minute. : 
34.2 revolutions of the pulley gives one mold of four brick. The machine is usually speeded 
at from 7 to 10 molds per minute. 


Special Features— Specifications 


The press is self-contained, the heavy side frame being mounted on a massive bed plate. 
All parts subject to excessive strain are made of steel. The application of power is 
uniformly distributed upon the frame, the crank shaft and kindred parts by the use 
of two master gears, on one of which is mounted the lift-out cam and on the other the 
charger cam. This is a most valuable feature. In comparison with the earlier models 
of this press, we have now incorporated in its construction many details which serve 
to steady its movements and to greatly increase the durability as well as the ease of 
making repairs to the mold table, the charger, the cams and the friction rollers. The 
charger shaft, the toggle shafts and the main crank shaft have been greatly enlarged : 
and the machine, as now offered, possesses all of the refinements in materials, in design 
and in workmanship that have resulted from experience in its operation in many plants 
over a long period of timé. 

Clutch Pulley and Brake— 


It is supplied with a friction-clutch driving pulley anda clutch brake mounted on the same 
shaft and actuated by a single lever. This enables the operator to start or stop the 
machine instantly, with the pressure heads in any desired position. 

Bearings— 

The shaft bearings in the frame are babbitted, are unusually long, and are so arranged that 

the wear can be taken up in the most effective manner. 
Gears— 

All gears are of ample proportions for the most severe duty. The master gears are made 
from our semi-steel gear metal, giving great durability and strength. The pinions are 
open hearth steel and both gears and pinions have machine cut teeth. 

Toggles— 

The toggle movement is composed of forged steel shafts and so arranged as to present 
almost the entire surface of the under side of the shafts to the line of pressure. Special 
attention is called to this point, as this arrangement is of great value, inasmuch as the 
toggles will have the maximum of surface and therefore will wear longer than any other 
possible combination of parts. Another advantage of this arrangement of the toggles is 
that the shafts always compress from their lowest side, thus assuring a most positive 
lubrication. 

Side-Bars— 

The side-bars are of forged steel, of sufficient sectional area to withstand a tensile strain of 

over 1,560 tons without danger of breaking. The bars are located in such a manner as 
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to serve as guides for the upper and lower cross-heads, thus assuring the perfect align- 
ment of these parts and preventing any of the brick from being thicker at one end 
than at the other, and likewise providing an easy adjustment of the gibs on the cross- 
heads to compensate for wear. 

Ejecting of Brick— 

The method of ejecting the brick from the mold is very simple. The side-bars do not move 
upward with the brick, but only the lower cross-head, thus relieving the machine from 
the extra labor involved with such arrangement. 

Mold Frame and Liners— 

The construction of the mold frame is a great improvement over designs heretofore 
employed. By it the liners can be removed in a very few minutes’ time, whenever it is 
necessary to change the size of the mold or to renew the liner plates. The adjustment 
of the liner plates is regulated entirely from the outside of the frame, the molds are 
easily accessible, and the entire design is of the most convenient and substantial char- 
acter. The liners may be reground when worn without enlargement of the mold 
cavities. 5 

Adjustments— 

The adjustments for controlling the charger, for regulating the depth of material in the 
mold, and for maintaining the lower pressure plates level with the table, are of the most 
improved type, and are the result of long experience in designing presses of this char- 
acter and in operating them in brick manufacturing establishments. 

Charger— 

The charger has an extra long throw, and is equally well adapted to the Roman size brick 
as to standard size. It is also arranged so as not to drag the material to the back end 
of the mold, but distributes it evenly, which insures equal density throughout the brick. 

Pressure— 

The press is constructed so that the upper plunger dwells on the brick under pressure the 
longest possible time, thus assuring a perfect bond. Another important feature that 
this press embodies is that it does not press the material simultaneously from the top 
and bottom, but alternately, which insures the expulsion of the atmosphere from the 
brick. It also moves the brick in the mold box under pressure, which not only insures 
a finer polish, but prevents any seam or weakness around the middle of the face of 
the brick. 

Driving Pulley— 
This press is equipped with an American friction-clutch driving pulley, 36 inches diameter, 
8 inches face, with 22-inch clutch. : 
Speed— 
Speed of driving pulley for a capacity of 1,600 brick per hour, 250 revolutions per minute. 
Power— 
Power required, 15 to 25 horse-power. 
Weight—30,060 pounds. 


Dimensions 
Floor space. ; Av. 805 ae eee oe ae, ee oe 9 ft. 6 in. wide by 8 ft. long 
Extreme height above floor line........................ Bo EE SADR Se ior Ste Oo fie Gin 
Length of $QMGMGRGe i co8 S00 so soet iat 8 OS freee eer 122 ft. ein, 
Width of fauinatieis 655 ott tes ewig ns rid 8 ft. 11% in. 
Depth of fowadatign: esto, Sh eer Ge ee es 5 ft..8 in. 
Distance from center line of Machine to center line of Pulley) 232s a 4 ft. 11% in. 
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No. 599 Six-Mold Sand-Lime Brick Press 
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No. 599 Six-Mold Sand-Lime Brick Press 


This machine is designed for the manufacture of dry press clay brick, fire brick and sand- 
lime brick, and can also be used for making a limited number of ornamental shapes. 
Rated Capacity per Hour— 
This machine, speeded at 200 R. P. M., gives eight pressures per minute and a capacity of 
2,880 brick per hour. Capacity per hour is dependent upon the speed at which it is 
operated, as indicated above, and the usual range is from 2,300 to 3,600 brick per hour. 


Specifications 
Design Result of Long Experience— 

This press is built in such a substantial manner that it will stand many years of hard 
service, at the same time turning out an-excellent product. It is the result of a long 
period of practical experience in designing and operating machines of this type. It is 
constructed on the simplest possible lines, and all its parts are readily accessible and 
easily kept in repair. 

Pressure on Brick— 

The mechanical movements of the press are such that the full pressure is maintained upon 
the brick for a maximum interval. This result is accomplished, however, without loss 
of time or diminution of capacity. Thus brick are produced that are perfect in form, 
of uniform consistency, and without a flaw, seam or granulation in any part. 

Starting and Driving Mechanism— 

The machine is supplied with an American friction-clutch pulley, with clutch brake mounted 
on the same shaft, both being actuated by a single lever conveniently located at the 
right of the mold table. This enables the operator to start or stop the machine 
instantly, and gives him complete control over it at all times. 

Stresses Not on Frame— 2 

The stresses incident to the pressing of the brick are borne by two massive forged steel 
tension bars. These side-bars not only actuate the lower cross-head when the brick 
are being pressed, but they also serve as guides for both upper and lower cross-heads. 
The gibs on both cross-heads are of ample length, and, as both slide up and down on 
the same bars, it is evident that the plungers are kept in perfect alignment and in 
perfect register with the mold at all times. : 

Toggle Movement— 

In this machine the pressure is applied by means of powerful toggles, accurately finished 
and of abundant strength. The mechanism is so arranged that the wear comes on the 
bottom of the three toggle shafts, thus making perfect lubrication possible. 

Ejection of Brick— 

The method of ejecting the brick from the mold is such that the side-bars, toggles and 
upper cross-head do not move upward with the brick, the lower cross-head only being 
lifted to bring the brick flush with the top of the mold. 

Mold Charger— 
The mold charger is arranged with separate side guides, which serve the double purpose of 
‘ relieving the wearing action of the charger on the mold table and of preventing any 
chattering or vibrating while the bricks are being pushed out onto the mold table. 
This feature will be greatly appreciated by all experienced users of vertical presses. 
The charger is driven and timed by a cam mounted on the master gear. All parts 
actuating it are readily accessible from the rear of the machine, enabling the operator 
to remove the charger in a very few minutes should this at any time become necessary. 
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Outline Cut Showing Construction of No. 599 Press 
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Construction of Mold Box— 


The mold box is so designed that the liners can be removed and renewed in the shortest 
possible time. The adjustment of the liners is regulated entirely from the outside of 
the frame, the work being easily and quickly done. This is a very valuable feature 
and one that will commend itself to all practical brick-makers. The mold liners may 
be reground and replaced without any enlargement of the mold cavities. 


Adjustments— 


The several adjustments of the press are easily made. The thickness of the brick can be 
changed in a few moments’ time. The lower die plates can be made flush with the 
mold table by the simple operation of adjusting a right and left-hand nut located on 
the ejecting bar outside of the frame of the press and readily accessible. It will be 
noted therefore that these adjustments are peculiar to this machine, and are of great 
value to the practical operator. 


Bearings and Gearing— 

The bearings are long, of large diameter, and arranged so that the wear can be taken up in 
the most effective manner. The main gearing is massive and well adapted to driving 
the heavy steel crank shaft which is connected by a pitman to the toggle mechanism. 

Frame and Bed Plate— 


The press is self-contained, and provided with a heavy and substantial main bed plate on 
which the side-frames are mounted and securely bolted. The side-frames are so made 
that the operator can readily reach the rear of the cross-head to remove the upper 
pressure plates when necessary. 


Driving Pulley— 


The machine is equipped with 42-inch x 104%4-inch American friction-clutch driving pulley 
with 18-inch clutch. Gear ratio, 25 to 1. 


Speed— 


Speed of driving pulley approximately 200 R. P. M., according to the capacity desired and 
the character of the work. 


Power Required— 
Power required to operate this machine is approximately 20 H. P. When operated at a 
higher speed than 200 R. P. M., the horse-power increases proportionately. 
Weight— 
26,428 pounds, including one standard mold. 


Dimensions 
Floor spate.': Ssui0s,c Say sete ee es ee er ee 9 ft. 10 in. wide, 8 ft. long 
Height over all above foundation. ..... Basta ARE eo eter NOR conn tt eam So ULE aie Se ORL ee 8 ft. 
Projections. below Soum@atone. 60) 63) a ae 2 Ne ae 14 in. 
Length of. foundatiot overall i.e yds PA Lan 
Width of foundation overalls 3." G5 Gooey ane 6 ft. 
Depth’ of tntindation); cas) CG casera ety oN ee een 6 ft. 4 in 
Length from center of Driving Pulley te center-of Machine . 200 \0) Ge a ee ee Bit 
Length from center of Machine to center of Outboard BC ATIH O .oss Coee en ee 6 ft. 3 in 
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No. 500 Eight-Mold Rotary Sand-Lime Brick Press 
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No. 500 Eight-Mold Rotary Sand-Lime Brick Press 


This machine is especially designed for use in the manufacture of sand-lime brick, although 
it is well adapted to the making of brick from any semi-dry, granular or pulverized materials. 
The most thorough attention to detail has been given in the design and construction of this press 
to secure the greatest durability and efficiency of performance with the minimum of skilled 
supervision, adjustment and repair. After having had the press in use during a long period of 
the most severe service we confidently offer it to the trade as possessing many features of high 
excellence not found in other machines of the rotary type, and as being a machine that can be 
depended upon to produce its full capacity of high quality brick at the lowest cost. 

The No. 500 Press is peculiarly adapted to the manufacture of sand-lime brick, owing to 
the fact that the brick when pressed and ejected from the mold are not pushed on ‘the table 
mechanically, but are removed by the operator to the hardening car. In this manner the green 
brick, although very tender, may be placed upon the hardening car with all the edges in perfect 
condition. One brick is pressed at a time and the leverage is so proportioned as to easily exert 
the enormous pressure required for the production of high-classpressed brick. The amount of 
pressure is gauged by the pressure-relief device hereinafter described, and by means of which 
excessive strains are avoided. 

The press consists essentially of a heavy reinforced base casting, revolving mold table con- 
taining eight steel-lined molds, a revolving steel cam for driving and locking the table, an auto- 
matic feeding hopper, a series of pressing levers, and a suitable train of gearing with steel 
pinion, all driven by an improved American clutch pulley. 

The revolving mold table contains eight steel-lined- molds, spaced equidistant. The mold 
table is made of gray iron, heavily ribbed and carefully machined to dimensions. It is faced 
with a nickel steel cover plate. This face plate is made especially for the purpose from a nickel 
composition that has been found to give the greatest resistance to the abrasion of sand. It is 
finished to interchangeable dimensions, that it may be readily replaced when worn, but our 
experience thus far with this material demonstrates that it possesses such great durability, even 
under the severe action of the sand, that renewals will rarely be required. 

The molds are lined with interlocking steel liners of great hardness. They are secured in 
position in such a manner that they can be very readily and quickly removed and replaced when 
worn. The quality of the liners and the method of securing them in place are of much impor- 
tance in presses which are used for working sand. The arrangement used in this press is the 
result of long experience, and is one that will appeal to all who have been engaged in making 
sand brick. The liners are of the interlocking type, are accurately fitted to a standard mold 
pocket, and when they are in position are quickly tightened in place by drawing in a wedge 
block behind the end liner. The face plate is then attached to the table, which effectively 
secures the liners in position. 

The brick are pressed in the top of the mold flush with the face plate. The pressure: is 
applied from the bottom by means of a plunger and a series of steel levers connected with the 
main crank shaft. The top thrust is received by a counter-pressure plate, which is attached to 
and cushioned by the relief plunger located under the center of the main cross-yoke. This 
counter-pressure plate is made of soft back steel with an intensely hard working surface. 

A most effective and reliable relief device to take care of excessive pressure is provided in 
the form of a large punch and die located between the mold and the cross-yoke. A steel plate 
of suitable thickness is inserted between the punch and die, which serves as a cushion to the 
counter-pressure plate, so that in case excess material or any hard substance should accidentally 
enter the mold the pressure is relieved by the punch cutting through the relief plate. In this 
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manner immunity from accidental breakage in consequence of undue strain on the pressing 
mechanism, however caused, is secured without material cost or loss of time in the operation of 
the press. 

The mechanical action is intermittent, one brick being pressed at a time. While one brick 
is being pressed another is being ejected from the mold, the bottom pressure plate is dropping 
in another mold preparatory to receiving a charge of material; one mold is being filled and one 
stands charged ready for the pressure. The three remaining molds are in position for the opera- 
tor to remove the brick which have been pressed and raised to the level of the table. This gives 
ample time for one operator to remove the brick and place them on the hardening cars. The 
several operations described are automatic and continuous, and the brick are delivered at the 
most convenient location for removal by the operator. 

An excellent feature of this press, and one that will be fully appreciated by those familiar 
with this type of machine, is found in the method of driving and locking the mold table. This 
is accomplished by means of a double cam and driving arm attached to the vertical mixer shaft, 
and registering in a series of cam tracks and races located in the face of the revolving table. 
The mixer shaft describes one complete revolution for each mold filled, and as it revolves the 
friction roller, which is attached to the end of the driving arm, enters one of the eight steel- 
lined races’in the edge of the mold table, causing the table to move forward through 45 degrees. 
The driving roller is then withdrawn from the race, and the cam at the opposite end of the arm 
enters the locking race, thereby securing the table firmly in position while the operation of 
pressing a brick is completed. The cam arm is so constructed that the moment the roller is 
withdrawn from the table the cam immediately locks it in position. The roller and pin are of 
hardened steel. The driving races are steel lined with renewable liners. This method of driving 
the table is positive, and entirely free from breakage, as well as the noise and vibration which 
have characterized the driving mechanism of the presses in which the tables are operated by 
sectional gears or snap levers, and on which unsightly brakes are often required to retard the 
movement of the table in an effort to prevent disastrous wrecks. 

In this press the several movements of pressing brick, ejecting them from the molds, moy- 
ing the table forward, and filling the molds, are perfectly timed, and there is no possibility of a 
failure of any of the parts to work in unison. The vertical shaft, to which are attached the 
arm and cam which both drive and lock the table, carries on the upper end in the feed hopper 
a cap to which are attached the feeder arms. The shaft is driven by a pair of miter gears, 
one of which is mounted on the main crank shaft. These miter gears are made of hardened 
steel, which insures the greatest durability. The lower end of the vertical mixer shaft is fitted 
with a large thrust bearing, immersed in oil, to receive the end thrust. The thrust plates are 
adjustable to take up wear. 

The feeding hopper is located in the rear and over the line of the revolving molds, and is 
fitted with three steel blades so timed in their movement that all three pass over the mold 
cavity in filling each mold.. They move in the same direction as the mold table, which causes 
the material to be charged well to the front edge of the mold, which in turn passes under the 
strike-off bar from front to back. This insures a very positive and uniform charging of the 
mold. The mixer blades are adjustable vertically to compensate for wear, and are readily 
renewed. 

Another excellent feature of the machine is the method of ejecting brick from the mold. 
As soon as the brick is pressed the lift-out device raises the bottom pressure plate flush with the 
table, where it is automatically locked until the brick is removed by the operator or until it 
approaches the feed hopper, where trip rollers engage the spring jacks which sustain the plate 
and allow it to fall to the position for receiving a fresh charge of material. When the pressure 
plates fall they are cushioned by rubber-tired rollers, which give an action free from vibration 
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or noise. The lift-out bar moves vertically, which obviates the side strain and wear on the hard- 
ened steel pressure plates and liners which have proved so objectionable in other methods. 

The depth of the material in the mold is readily and accurately regulated by means of the 
threaded regulating stems, which can be quickly changed and securely clamped in position. 

If, for any reason, the operator should fail to remove the brick from the table, they will be 
removed by the mold guard before the pressure plate falls into position for receiving a fresh 
charge of material. 

The crank shaft, the main vertical shafts, the mixer shaft, the pressing levers and connec- 
tions are steel forgings or open-hearth steel castings. All the bearings for the crank shaft, the 
pinion shaft, the mixer shaft and the main bearings in the center of the mold table are finished 
with bronze bushings, giving the most perfect construction for renewal and at the same time 
the greatest durability. 

The gearing is in the ratio of 7 to 1, which gives a pulley-shaft speed of 168 revolutions per 
minute for 24 brick per minute. The master gear and steel spur pinion have machine-cut teeth. 

The press is rated at a capacity of 1,200 brick per hour, and to secure this is speeded at 24 
brick per minute, or a total actual working capacity of 1,440 brick per hour. It may be speeded 
at any rate below this to give whatever capacity may be desired. 

The press is ordinarily fitted with a 42-inch diameter 6-inch face clutch driving pulley, pro- 
vided with a 16-inch American friction-clutch. This is the standard construction, but when so 
ordered the press will be fitted with tight and loose driving pulleys. The outboard bearing for 
the pulley shaft is supplied with a suitable floor stand, as shown in the illustration. 

The No. 500 Rotary Press is compact, and yet convenient and accessible in its working 
parts. The base stands about’12 inches below the floor line, as shown in the illustration. 
Covers are provided for the working parts to protect them as far as possible from sand and dust. 
Grease cups and oil cavities: are provided for all bearings, and these bearings are thoroughly 
protected when placed in exposed positions, as is the case with the top bearing of the vertical 
shaft. Every provision has been made for convenience of operation, freedom from accidental 
breakage, and protection from excessive wear. The crank shaft is counter-balanced by weights 
on the master gear, thereby contributing to the smooth movement of the machine when operat- 
ing at high speed. 

Floor space, 10 feet 4 inches by 10 feet 1 inch. Height, 5 feet 4 inches above floor level. 
Horse power required, 8 to 10. 
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No. 516 Sixteen-Mold Rotary Sand-Lime Brick Press 
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No. 516 Rotary Sand-Lime Brick Press 


This machine is designed to meet a growing demand for a large capacity sand-lime brick 
press of the rotary type. It possesses all of the many features of excellence found in the 
No. 500 rotary press. It is arranged with sixteen molds and two brick are made at each pres- 
sure. Thus it will be seen that during one complete revolution of the mold table eight pressures 
are applied and sixteen brick are made. The two brick made at each pressure are delivered side 
by side on the mold table, so that the operator has no difficulty in taking care of them. 

In this press will be found a combination of strength, durability, convenience and capacity 
unequaled by any other rotary press on the market. Particular attention has been given to the 
design and construction of the press, so that it may be operated with the least possible adjust- 
ment and repair; and it is a machine that can be depended upon to produce the very highest 
quality of sand-lime brick at the lowest possible cost. 

The pressing mechanism is so designed and proportioned as to exert an enormous pressure 
without danger of injury to the machine. It is further provided with a pressure-relief device, 
consisting of a steel plate of suitable thickness inserted between a punch and die, so that in case 
of excessive pressure the strain is relieved by the punch cutting through the relief plate. 

The press is provided with a 48-inch by 10-inch by 22-inch American friction-clutch pulley, 
ordinarily speeded 160 revolutions per minute. At this speed of pulley the mold table revolves 
2.85 times per minute. This gives a capacity of 45 brick per minute or 2,700 brick per hour. 

The master gear and steel spur pinion are machine cut. All the bearings for the crank 
shaft, pinion shaft, mixer shaft, and the main bearings in the center of the mold table are pro- 
vided with bronze bushings, affording great durability, and making replacements possible with a 
minimum loss of time. Grease cups and oil cavities are provided for all bearings, and covers 
are furnished for the working parts to protect them as far as possible from sand and dust. 

Floor space, 13 feet by 12 feet. Height above floor line, 6 feet 5 inches. Depth below 
floor level, 2 feet 6144 inches. Horse-power required, 15 to 20. Ratio of pulley to table speed, 
56 to 1. 
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No. 605 Hand-Power Press 


The No. 605 Hand-Power Press shown in the accompanying illustration was especially 
designed to meet the increasing demand for an inexpensive machine to make up small orders of 
ornamental or shaped brick, which, while required on nearly all contracts, are found very incon- 
venient and expensive to make on ordinary plant equipments. It is a machine that should be 
found in every modern brick plant in the country. 

Among the many points of advantage in this hand-lever press are its simplicity of construc- 
tion and ease of operation and adjustment. In order to operate it to the best advantage two 
men are required, one in front at the mold, the other at the lever and charger. The operators 
have no difficulty in becoming familiar with the movements of the press, and in producing a 
satisfactory quality and quantity of brick. 





The brick are pressed in°a single mold located near the center of the machine, the power 
being applied by means of a long wooden lever connected to the toggles as seen in the illustra- 
tion. The brick are ejected from the mold by a downward stroke of the small hand lever. 

The material is fed into the mold by means of a hopper and charger, the hopper receiving 
the charge as it falls from above, and the charger feeding it into the mold. The thickness of 
the brick is quickly regulated by adjusting the nuts that fasten the upper cross-head to the side- 
bars. In this way the laborious operation of shimming the plungers for thicker or thinner brick 
is eliminated. 

The mold is of simple construction, and so arranged that by making proper adjustments 
Norman and Roman brick as well as standard size brick can be made. The double toggle used 
in this press makes it possible to exert great pressure, and insures an excellent product.. The 
upper cross-head is provided with guides which keep the pressing mechanism in perfect align- 
ment, and eliminates any tendency to make the brick thicker on one side than the other. 
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Hardening Cylinder for Sand-Lime Brick 


The hardening cylinder required for the manufacture of sand-lime brick is an important 
feature. To fully meet the requirements it must be made of the very best material and in a 
faultless manner. We have embodied in our cylinders the same. quality that is given to high- 
pressure steam boiler construction, and have made ample allowance for safety factor. All our 
cylinders are most thoroughly inspected before they leave the factory, and are tested for a safe 





View of Hardening Cylinders at Destination Preparatory to Unloading 


working pressure of 125, 135 or 150 pounds to the square inch. They are made with either one 
or two removable heads, as may be found most convenient in the particular installation to be 
used. A standard size cylinder is 72 inches in diameter and 62 feet long inside measure, the 
extreme length over all being 64 feet. We also build these cylinders in other convenient lengths 
and diameters when desired. With them are supplied the necessary fittings, including recording 


steam gauge, safety valve, steam trap, crane for handling heads, and bolts for attaching heads 
to cylinders. ; 
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Views of Hardening Cylinder for Drying and Hardening Sand-Lime Brick 
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The accompanying cut illustrates the type of chart used in connection with recording steam 
gauge for registering the amount of steam pressure maintained in the hardening cylinder while 
the brick are being hardened. This gauge is graduated to record pressures from 5 pounds to 300 
pounds, and the chart speed i e revolution f h twenty-f h 

The results obtained by the” use of these rec ding gauges are invaluable. They give an 
exact record of the steam pressure maintained during the entire period of hardening the brick, 
and serve as a check upon the night fi ineer, and as an assurance to the factory 
manager that the brick have been properly treated before the steam is turned off and the cylin- 
der pened. It is y important t t int t manager should k tly 
what p eh een maintained, and th 1 $ 
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Loading a Hardening Cylinder Direct from Factory to Cars 





Hardening Cylinder Loaded Ready for Shipment 
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No. 521 Right-Hand, Spur-Geared, Single-Shaft, Combination 
Sand-Lime Mixer 


This machine is the result of a series of careful experiments made for the purpose of evolv- 
ing a sand-lime mixer that would combine durability and large capacity with thoroughness and 
efficiency in mixing. All of these features have been successfully incorporated in this mixer. 

It may be used as either a dry or wet mixer, or as a combination of the two. When it is 
to be used for wet mixing it is equipped with suitable perforated water-supply pipes for adding 
the required amount of moisture to the sand 
and lime mixture during its passage through 
the machine. 

The machines shown in the accompanying 
illustrations were provided with special dust- 
proof covers, but ordinarily these covers are 
omitted excepting when the machines are used 
for dry mixing only. These mixers are sub- 
stantially constructed of iron and steel through- . 
out, and are provided with shafting and BeAr: No. 521 Right-Hand, Spur-Geared, Single-Shaft, 
ing of ample size and strength. The two end Combination Sand-Lime Mixer 
castings, the gear housing and the outboard 
pedestal bearing are all securely attached to a channel-iron frame, which not only secures a per- 
fect alignment of all parts, but also renders the machine rigid, self-contained and easy 
of installation. 

The shell in the machine illustrated is 8 feet long, 24 inches wide at the top, and 28 inches 
deep. It is made of 14-inch steel plate, and is shaped to the circle of the mixing knives. The 
top edges of the shell are reinforced with 2x 2-inch angles. These machines will be made to 
order with shells either 10 or 12 feet in length. The main shaft is forged steel, 4 inches in 
diameter at the gear end, and 3 inches square where the knife hubs are attached. The hubs to 
which the mixing blades are attached fit over the square part of the shaft. These hubs cover 
the entire surface of the shaft in the mixing chamber, and are made of round and smooth form 
externally to prevent the materials from sticking to them. Two chilled-iron blades are bolted 
to each hub. They are made with either right or left-hand lead, depending upon whether the 
machine is to discharge at the gear end or at the opposite end. These chilled blades stand the 
severe action of the sand very well, and when worn are cheaply and easily replaced. This _ 
replacement can be made ‘without removing the main shaft or the hubs. The bearings for the 
main shaft are long, and are lubricated by means of compression grease cups. They are pro- 








No. 521-Right-Hand Spur-Geared No. 522 Left-Hand Spur-Geared No. 524 Left-Hand Bevel-Geared 
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tected from the sand and dust in the mixing chamber by stuffing boxes on the inside of the 
chamber. The driving mechanism consists of a master gear and pinion of ample size and 
strength, and a 32x 68-inch clutch pulley of our improved American type. The gearing is 
completely housed, so as to prevent accidents and to exclude sand and dirt. A convenient hand 
hole with cover, located in the top of the housing, is provided for inspecting and lubricating the 
gears. The gear housing is made in two pieces, and the upper half may be readily removed at 
the convenience of the operator. 

Floor space for 8-foot mill, 13 feet 61 inches by 4 feet 2 inches; speed of driving pulley, 
195 revolutions per minute; height, 3 feet 6 inches; power required, approximately 10 horse. 
Capacity, from 2,500 to 4,000 brick per hour, dependent upon the speed at which operated. 


No. 522 Left-Hand, Spur-Geared, Single-Shaft, Combination 
Sand-Lime Mixer 


This machine is the same as the No. 521 Mixer except that it is left-hand 





Rear View 





Front View 
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No. 523 Right-Hand, Bevel-Geared, Single-Shaft, Combination 
Sand-Lime Mixer 


This machine is the same as the No. 521 Mixer, except that it has the driving pulley on the 


opposite side. When used as a dry mixer both are equipped with steel cover, as shown, with 
openings to suit the special requirements where installed. 
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No. 523 Right-Hand, Bevel-Geared, Single-Shaft, Combination Sand-Lime Mixer 


No. 524 Left-Hand, Bevel-Geared, Single-Shaft, Combination 
Sand-Lime Mixer 


This machine is the same in the 


mixing portion as the No. 521 Mixer, but it differs from it 
in being bevel-geared, with driving p 


ulley on left-hand side when standing opposite the gear end. 





No. 524 Left-Hand, Bevel-Geared, Single- 


Shaft, Combination Sand-Lime Mixer 
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No. 505 Bevel-Geared Double-Shaft, © 
Differential-Motion Wet Mixer 
for Sand and Lime 


No. 504 Double-Shaft, 
Differential-Motion 
Wet Mixer for 

Sand and Lime 
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Double-Shaft Wet Mixers 
Nos. 504, 505, 506 and 507 


One of the most important points in the manufacture of sand-lime brick is the thorough 
mixing of the sand and lime and the introduction of the proper amount of moisture. 


Our double-shaft, differential-motion wet mixers were designed especially for this purpose, 
and are unequaled in efficiency, capacity and durability. These machines are made of iron and 
steel throughout, with gears of ample size and strength, and with bodies made of heavy steel 
plate. They are constructed with shells either 8 feet, 10 feet, 12 feet or 14 feet long. The 
mixing shells are 24 inches wide, 18 inches depth, and are shaped to the circle of the mixing 
blades. ‘The shafts are driven at differential speed of two to one. The knives work toward each 
other from the underside, and at the same time move the contents of the mill forward from the 
feed to the discharge end. 


The mixing shafts of these machines are 3 inches square steel, and upon them are placed 
the hubs, to which tempered nickel steel mixing blades are bolted. These blades possess excel- 
lent wearing qualities, and can be readily renewed without removing the shafts or hubs. 


The bearings for the shafts are of ample proportions, are well protected from the sand by an 
open space between the head casting and the bearings, and by packing glands around the 
shafts. — 


As shown in the cuts, the receiving end of the mixing chamber’ is enclosed to confine the 
dust. Ample provision is made for admission of water to properly temper the materials in their 
passage through the mill, the supply being fully under control of the operator. 


We can make these machines. in four styles, with either spur or bevel gear, with discharge 
through bottom or end, to suit the particular installation which a customer may require. 


No. 504. Spur-Geared, Double-Shaft, Differential-Motion Wet Mixer, arranged with inlet 
opening in top of cover at gear end, and with discharge opening at opposite end through a spout 
in the end casting. 


No. 505. Same as No. 504, except that it is bevel-geared. 
No. 506. This mixer is spur-geared, and arranged for bottom discharge ‘at gear end with 
top inlet at opposite end. 


No. 507. Same as No. 506, except that it is bevel- posed: 


These machines are fitted with 24 x 8-inch clutch pulleys of our ipecuad American type, 
and, being substantially mounted on channel-iron frames, are self-contained. Sig 


The capacity is regulated by the speed of driving pulley. A speed of 100 revolutions per 
minute gives material for 25,000 brick per day. he al 


Floor space for mixer with 12-foot tub, 6 feet 7 inches by 16 feet § inches; baight, 28 inches. 
Power required, 10 horse. 
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No. 533 Triple-Proportioning Machine and Feeder 


If all the sand-lime brick produced in any factory are to be of uniform composition and 
strength, it is obvious that the proportion of sand and lime must not vary to any appreciable 
extent, as otherwise some of the brick will not be of standard quality, while others will contain 
more lime than is necessary, thereby causing a waste of the more costly ingredient. It is there- 
fore evident that one of the most important points in the manufacture of sand-lime brick is the 
correct proportioning of the sand, the lime, and any other ingredient, such as cement or coloring 
matter, that may be used. Ever since this industry originated there has been an increasing 
demand for a durable and inexpensive machine capable of proportioning materials automatically, 
continuously, accurately and rapidly. Various devices for this purpose have been recommended. 
None of them, however, is as simple in construction, as easy of adjustment and as admirably 
adapted to this special work as is our newly designed No. 533 Disc Feeder. 





No. 533 Triple-Proportioning Machine and Feeder 


This feeder is constructed as a single, double, or triple-proportioning machine. The latter is 
shown in the illustration. The device illustrated consists of one double horizontal disc feeder 
and one single feeder, both connected to the same driving shaft and both attached to the same 
channel-iron frame. Either one of these two units may be installed as an independent machine, 
if desired. 

The single horizontal disc feeder is shown at the right in the illustration. It consists of an 
adjustable telescoping feed spout, with operating levers, a horizontal revolving feeder disc 
attached to a vertical shaft, a feeder bowl with discharge opening, and a feeder stand which 
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contains the bearings for the shafts and housings for the gears. The telescoping spout is a 
vertical cast-iron cylinder and is supplied in 8, 10 or 12-inch diameters to suit the materials to 
be handled. That illustrated is 10 inches in diameter. It is located immediately over the center 
of the revolving feeder disc, and its function is to control the flow of material from the bin 
above. It is provided with a suitable shifting lever with fulcrum bracket and graduated bar, 
by means of which it may be adjusted vertically. By raising or lowering the shifting lever the 
operator can immediately increase or diminish the speed of material on the feeder table. 

The material which escapes on the revolving table from the telescope spout is in turn 
removed from the table by a steel blade which is rapidly adjustable toward the center of the 
disc. The two adjustments of the feed spout and the steel blade afford a ready means of secur- 
ing a wide range of capacities for this feeder. At the same time very uniform proportions can 
be maintained from two or more of these feeders. The process of measuring by these machines 
is continuous, and the flow of material is not interrupted from the time it leaves the storage 
bins until-it is discharged into the mixer, and when the elements are brought together in the 
hopper they fall so intimately that the preliminary mixing is a valuable feature of this process. 

Wherever the continuous process of handling materials is employed these feeders are inval- 
uable. The single feeders may be installed in connection with a storage bin or a mixer; or where 
sand and lime alone are used and stored in adjacent bins, a double machine may be installed. 
In the machine illustrated the double-disc feeder is speeded for measuring sand and lime, the 
disc which receives the lime being driven at a much slower speed than that which receives the 
sand. This difference in speed, together with the adjustments of the feed spout and the scraper 
blade, affords the means of perfectly proportioning these two materials, notwithstanding they 
differ much in bulk and weight in the final mixture. The lime feeding table is fitted with a 
vertical agitating shaft varying in construction to suit the particular installation. The object of 
this shaft is to maintain a continuous flow of lime to the table, and to prevent bridging over on 
the feed spout. Other agitators are usually placed in the storage bin, as a steady flow of lime 
to the feeder is of the greatest importance. 5 

These proportioning machines are substantially constructed of iron and steel throughout, 
with framework, gears and shafting of ample size and strength. The double and triple machines 
are mounted as shown, which renders the machine self-contained and easy of installation. 

Driving pulley, 36 inches by 6 inches; speed of driving pulley, 20 revolutions per minute; 
floor space of triple machine, 13 feet 6 inches by 5 feet 8 inches; height, 5 feet 7 inches; speed of 
sand table, 10 revolutions per minute; speed of lime table, 214 revolutions per minute; diameter 
of feeder disc, 36 inches; power required, 2 horse; capacity, ample for a two-press plant. 


No. 625 Quadruple-Proportioning Machine 


The proportioning machines are made as single, double, triple, or in any multiple of single 
machines. The No. 625 quadruple machine is similar to the No. 533 triple-proportioning 
machine already described except that it comprises four single machines mounted on the same 
channels and all driven from the same shaft. The two shown at the left-hand side in the cut 
were designed for handling lime and cement, and are provided with short agitating shafts, and 
graduated quadrants with spring latches, so that the position of the telescope can be very 
accurately adjusted. By the same means the telescoping spout may be quickly lowered to the 
revolving disc. This arrangement is used where lime or other fine materials that must be care- 
fully proportioned are to be handled. Where sands, gravels, crushed stone, cement, clinkers, or 
any materials which flow regularly and uniformly from the storage bin, are being proportioned, 
the construction shown in the two right hand units is used. 
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In addition to the parts shown in the cut there is furnished with each unit the cast iron 
section of the stationary feed spout, which forms the discharge opening from the bin. This 
section fits into the telescope spout, and is provided with a steel slide, by means of which the 
flow of material may be cut off from the proportioning machine. 

This machine is mounted on channel irons, which make it rigid, self-contained, and of proper 
alignment. By mounting all four units on one shaft and frame the uniform relative speed of 





No. 625 Quadruple-Proportioning Machine 


the discs is maintained at all times. This in turn maintains the proportion of the materials 
discharged from the discs. If it is not convenient to bring the materials as close together as is 
shown in this cut, the units can be spaced at any convenient distance apart by lengthening out 
the channels and main shafts. 

Driving pulleys, 36 inches by 6 inches, tight and loose. 

Speed of pulleys, 20 revolutions per minute. 

Length of channels, 13 feet 11% inches. 

Width over all, 5 feet 5 inches. 

Height from bottom of channels to top of feed table, 4 feet. 


[420] 














Wet and Dry Grinding Mills 


The accompanying cuts illustrate our special Sand-Lime 9-Foot Wet and Dry Grinding Mill 
which we have developed for use in the sand-lime brick trade. The mill is made in two sizes, 8 
feet and 9 feet, which designate the diameter of the grinding pan. Where more than one mill is 
required to obtain the desired capacity, the mills can be furnished either in a duplex setting, 
where both are joined together, or in single independent setting as shown in cut. 


Valuable Features 


Many features in the construction of these mills are the direct outgrowth of our long 
experience in grinding silica sands, crushed rock and similar substances, and more particularly in 
mixing and grinding sand and lime in their preparation for the manufacture of sand-lime brick. 
The use of these mills enables the manufacturer to combine the several operations of moistening, 
mixing and grinding into one, thus greatly simplifying and improving the method of sand-lime 
brick making. The mills possess the further advantage of so grinding the sand that it is given 
the sharp and gritty consistency which is essential in obtaining a perfect bond between the sand 
and lime, and this is necessary to secure a high grade product. The abrasive action of the 
mullers, by virtue of which the sand is broken up into sharp angular particles instead of a fine 
and granular powder, explains the high efficiency of the machine. By the use of these wet and 
dry grinding mills the highest quality of brick yet made in the United States has been produced, 
and factories throughout the country are being rebuilt and rearranged, so that the advantages of 
these special machines may be utilized. 


Construction — 


We have put into the design and construction of the mills every feature of excellence which 
our long experience in this line has brought to our attention. We know them to be 
superior in quality of material, in workmanship and. in efficiency. The heavy side 
frames are firmly united at the top by the cross-beam and in the center by tie-bars, 
and in mounting are securely anchored to concrete or brick foundations. 


Grinding Pan — 


The grinding pan consists of a bottom casting which is keyed to a forged steel vertical main 
shaft and which is machine-finished on the circumference to receive the steel plate rim. 
The rim is very heavy and reinforced at the top. It is also made very deep, which 
gives a large holding capacity. The wearing surface in the bottom of the pan is faced 
with renewable plates covering the entire surface. A row of muller track plates made 
of special metal is placed immediately under the tread of the mullers. As these plates 
are subjected to the greatest wear, they are made only of a width sufficient to form a 
track for the mullers, and consequently the renewals, when necessary, are inexpensively 
made. The pan bottom is practically water-tight. The plows and scrapers are hung 
from the steel tie-bars, which are located close to the rim of the pan. 


Mullers — 
The mullers illustrated are of the bulged or weighted type. The increased weight greatly 


enhances their efficiency in crushing and grinding hard sands. They are removable and 
adjustable. 
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Nine-Foot Wet and Dry Grinding Mill 
Rim Removed, Showing Sand Rakes, Plows and Shovels 
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Scrapers and Plows — 


One of the most admirable features of these mills is the effective arrangement of plows and 
of cleaning mechanism, inside the pan. The pan is equipped with four scrapers or 
plows with adjustable hard metal wearing plates, a set of*rim scrapers for preventing 
the sand from adhering to the inside of the rim, and a set of sand rakes for loosening 
the material from the center to the outside of the pan. There it comes in contact 
with the second plow, which throws it back underneath the muller. At each revolu- 
tion of the pan the material comes in contact with the set of sand rakes, which loosen 
it from the bottom of the pan, when it is again thrown under the mullers by the action 
of the third and fourth plows. By this arrangement the mixture passes beneath the 
mullers twice at each revolution of the pan and thus is rapidly pulverized and very 
thoroughly mixed. The scrapers or plows are fitted with white metal wearing surfaces, 
which are inexpensive in repair cost and have been found to be the most durable 
material for resisting the action of sharp silica sands. 


Unloading Shovel — 


The mill is unloaded by means of the steel shovel, which is hung in a convenient position 
for.the operator to handle, as shown in the illustration. The full contents of a 9-foot 
mill can in this manner be emptied into an elevator boot in less than thirty seconds. 
The shovel is fitted with a replaceable steel wearing bas) by the renewal of which the 
shovel can be kept intact indefinitely. 


Renewable Parts — 


The muller tires and track plates are made of a special mixture of hard metal that possesses 
excellent wearing qualities. They can be readily renewed when necessary. 


Frame of Machine — 


The careful design and heavy proportions of these machines, together with the excellence of 
the material and workmanship, insure the most satisfactory service. The large base 
and generous proportions of the frame and the method of securing the several parts of 
the frame together, all combine to make an unusually rigid and substantial machine. 


Bearings — 


The cross-frame which unites the two side frames at the top is of very heavy section. The 
bearing surfaces on the top of the side frames to which the cross-frame is bolted are of 
large area and accurately machine fitted. The frames are substantially bolted together 
and the bolts fitted with lock nuts. The two bearings for the pinion shaft and that for 
the upper one of the vertical main shaft are a part of this cross-frame, always insuring 
perfect alignment of these important bearings. They are babbitted with an excellent 
grade of babbitt metal and carefully hand fitted. Provision for lubrication is good. 


Cross-Bars — 


The frame of the mill is further strengthened by heavy steel cross-bars of square section, 
which pass through the side frames at the front and back just above the rim of the 
pan. These bars are slotted at the point where they pass through the side frames and 
are fitted with keys, which are driven snug one on each side of each frame. This 
makes a strong and durable construction. 
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Shafting — 


All shafting is of steel and of large diameter. The outer end of the driving shaft is sup- 


ported by a substantial bracket bearing which is securely bolted to the side frame. The 
vertical shaft is forged from a solid billet in our own shops. The upper bearing of this 
shaft has a removable cap which makes it possible to remove the shaft and pan without 
disturbing the balance of the mill. 


Step-Bearing — 


The step-bearing, which sustains the vertical shaft and pan, is of an improved type, which 


has given the best service in our mills for many years. 


Muller Shafts — 


The mullers are supported on steel shafts, each being independent of the other. The ends 


of the muller shafts are cushioned by compression springs and are provided with shoes 
which have a vertical movement in guides located in the side frames and in the shrouds 
encircling the vertical shaft. The guides allow the mullers to rise as the materials are 
drawn under them when the pan revolves. The independent action of the mullers 
makes either muller removable without disturbing the other, and increases the capacity 
of the pan, as the raising of one muller does not affect the other, and it continues its 
work undisturbed, the full surface of the muller face coming in contact with the sand 
that is being worked. 


Method of Operation — 


By communicating power to the pinion shaft of the mill the vertical main shaft and pan are 


caused to revolve, and these in turn communicate motion to the crushing rollers. 
These rolls revolve on the cross-shafts which hold them in position, but do not travel 
around the pan. As the material is charged into the revolving pan the centrifugal 
motion carries it to the periphery of the pan where it encounters the scrapers, or plows, 
which carry it back under the revolving rollers. This operation is repeated until the 
material is mixed and ground sufficiently, when the operator removes the charge by 
means of the shovel. The gears are of excellent design and made of our special gear 
mixture. They are provided with a special device to take up the wear and keep the 
gearing in mesh. The driving pulley is of the friction-clutch type, and for the 9-foot 
mill it is 48 inches in diameter, 12-inch face, speed 125 revolutions per minute. The 
entire design and construction of these machines is such as to give the best service. 
Floor space of 9-foot mill, 10 feet by 14 feet; height, 9 feet 6 inches. 
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No. 501 Cast Iron Hardening Car 


The accompanying cut shows our No. 501 Cast Iron Hardening Car. It is easily the most 
perfect car ever placed on the market, and is the outgrowth of the demand for a rigid, strong 
car, with perfectly smooth deck, to replace the light steel cars originally furnished to the sand- 
lime brick trade. Nothing has been spared in its design or finish to make it a perfect car for 
the business. 





No. 501 Cast Iron Sand-Lime Brick Car 


The top, 5 feet 4 inches by 3 feet 2 inches, is made of one solid casting, reinforced by deep 
ribs running both crossways and lengthways, giving absolute rigidity to the loading surface. 
The top, on which the green brick are placed, is machined to a dead smooth surface on a planer, 
and consequently the most perfect pressed brick are not damaged by contact. 

Another distinguishing feature of this car is the large cage-roller bearings of patented design 
which we employ in its construction. By their use the friction is reduced to the minimum. 
The car runs smoothly without jar, and when under full load is very easily started. It is also 
equipped with our car-moving device. Owing to the special design and expensive finish of this 
car it must not be compared either in cost or efficiency with the rough cast iron or steel cars 
which have been offered to the trade. It is in a class by itself. Diameter of wheels, 12 inches. 
Diameter of axles, 2 inches. Track gauge, 28 inches. Height of deck above track, 1414 inches. 


No. 558 Cast Iron Hardening Car 


The accompanying cut shows our No. 558 Cast Iron Hardening Car, which is arranged with 
39-inch gauge and independent axles so that the lime-hydrating boxes may be placed in the 
hardening cylinder beneath the cars and between the two rails. It is one of the most perfect 
cars ever placed on the market, and is the outgrowth of the demand forma rigid, strong car with 
perfectly smooth deck, to replace the light steel cars originally furnished to the sand-lime brick 
trade. Nothing has been spared in design or finish to make it a perfect car for the business. 

The top, 5 feet 4 inches by 3 feet 2 inches, is made of one solid casting, reinforced by deep 
ribs running both crossways and lengthways, giving absolute rigidity to the loading surface. 
The top, on which the green brick are placed, is machined to a dead smooth surface on a planer, 
and consequently the most perfect pressed brick are not damaged by contact. 
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This car is arranged with four independent axles of 11%-inch steel. Each axle revolves in 
two cage-roller bearings of patented design, which are held in place by two-piece cast iron boxes. 
The upper part of the box is securely bolted to the body of the car, while the lower part is 
hinged and arranged so that by loosening a bolt at one end the cages and axles can readily be 
removed. By the use of the cage-roller bearings the friction is reduced to a minimum, the car 
runs smoothly without jar, and when under full load is very easily started. 





No. 558 Cast Iron Hardening Car 


Convenient dustless oilers are provided for lubricating the roller bearings. A high fire test 
oil, like a good cylinder oil, should be used for lubrication, as otherwise it will not withstand the 
influence of the steam in the hardening cylinder. 

Owing to the special design and expensive finish of this car, it must not be compared with 
the rough cast iron or steel cars which are offered to the trade. It is in a class by itself, and is 
one of the most valuable units in this equipment. 

The diameter of wheels is 1114 inches; diameter of axles, 114 inches; track gauge, 39 aiea 
height of deck above track, 1334 inches; weight, 860 pounds. 


No. 79 Transfer Car 





Special Car for Sand-Lime Brick Factories 


This car has been designed especially for the sand-lime brick trade. Its particular con- 
struction has been found necessary in handling the heavily loaded hardening cars containing 
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green brick. The frame is made very heavy, being built up of channels reinforced with angles so 
that it sustains the great weight of the loaded hardening cars without springing. To this frame 
are attached the anti-friction pin-bearing boxes, the wooden platform and the 20-pound ‘“T”’ 
rails forming the track for the hardening cars. 

The bearings are so constructed that they can be removed from the axles without removing 
the wheels. The wheels are 17 inches in diameter, 3-inch tread, and are pressed on large axles 
to a 40-inch track gauge. They are placed outside of the side rails, which effectively prevents 
the tilting of the car when it receives the weight of the hardening car. The rails on top of the 
car are set 28 inches track gauge. The height of car from rail to rail is 8 inches; wheel base, 
5 feet 6 inches; length of rails on top of car, 4 feet. 





Style ‘‘A’’ Turntable 


This turntable was especially designed for handling cars used in the manufacture of sand-lime 
brick. It is extra strong and light running. The tracks and rollers are turned true. An intermediate 
independent roller frame is used to hold the rollers in position. This frame has a hole in the 
center through which the center plate passes. The plate and lower track form a part of the base, 
which is provided with a rim to prevent timber or brickwork pressing against the edge of the 
turntable. The turntable is well braced with radial ribs. The car track rails are 16-pound 
rails, 28-inch track gauge. Diameter of turntable, 4 feet 4 inches. 


~ 





Style ‘‘A’’ Turntable Closed 
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No. 547 Portable Hoist for Handling Lime-Hydrating Boxes 


The Portable Hoist illustrated in the accom- 
panying cut is designed for use in handling lime- 
hydrating boxes to and from the hardening cylin- 
der. The hydrating boxes are filled with caustic 
lime in the storage room. They are then lifted 
by the hoist and transferred to the hardening 
cylinder, where they are placed between the tracks 
underneath the hardening cars: The process of 
hydration is completed while the brick are being 
hardened, so that when the cars are removed the 
lime boxes are at the same time taken out of the 
cylinder with this hoist and transferred to the 
storage room, where the contents are dumped 
into a screen or core extractor. 

The hoist is substantially made of cast iron 
and steel. It is mounted on four flanged wheels, 
which are fitted with independent axles running 
in cage-roller bearings. The wheels are machined 
on the tread. This construction makes the hoist 
run very easily when loaded. 

The diameter of the wheels is 111% inches; 
diameter of axles, 1144 inches; track gauge, 39 
inches; wheel base, 24 inches. 





No. 547 Portable Hoist for Handling Lime- 
Hydrating Boxes 


No. 547 ‘‘A’’ Lime-Hydrating Box 


This box was designed for use in connection with the No. 547 Portable Hoist already 
described. After being filled with caustic lime in the lime storage room it is conveyed by the 
hoist into the hardening cylinder, and deposited 
between the tracks at the bottom of the cylinder. 
When the lime is completely hydrated the boxes are 
transferred to the storage and emptied. The length 
of the box corresponds to the length ofthe No. 558 
Hardening Car, which is 38 inches over all. The 
inside dimensions of the boxes are 341% inches long, 
30 inches wide, 21 inches deep. It is intended that 
one lime-hydrating box will be placed under each 
hardening car. 

These boxes are substantially constructed of heavy 
steel plate, the end plates being of flange steel and the 
bottom plates being rolled to correspond with the radius 
of the inside of the cylinder. The end and bottom 
plates are riveted and calked to render the box water 
tight. The rim and openings are strongly reinforced, and handles are provided on the ends of 
the box to facilitate dumping the contents. The use of this system of lime hydration has been 
found very economical and satisfactory in sand-lime plants. 





No. 547 ‘‘A’’ Lime-Hydrating Box 
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Fixed Charge Tube Mill for Laboratory Use 


The Fixed Charge Tube Mill is an appliance that can be used to the very best advantage 
in every sand-lime brick factory in connection with a hand press for doing experimental work in 
testing out sands and limes, and in making special shapes, small orders of color brick, etc. This 
machine is substantially constructed, as shown in the accompanying illustration, being supported 
by cast iron bearing stands attached to a steel channel frame, and the mill body being mounted 
on a steel shaft. It is driven by 30 by 6-inch tight 
and loose iron driving pulleys placed between the bear- 
ing stands. The power required to operate it is 
trifling, as it can be belted to any convenient shaft 
about the factory. 

The mill body is 36 inches in diameter, 14 inches 
deep, one end and the rim being made in a solid cast- 
ing, which gives a very strong construction. The hub 
is placed on the inside of the body so as not to inter- 
fere with the bearings, and in order that the shaft 
may be fastened securely. The cover or head is 
secured to the body by capscrews. It is fitted with a 
small handhole located near the circumference for con- 
venience in inspecting the contents of the mill, or for 
introducing additional steel balls or flint pebbles. The 
circumference of the shell is provided with a rectangu- 
lar discharge opening 8 by 14 inches. The opening is 
covered first with a perforated metal screen and then 
with a tight steel cover. The screen is placed flush 
with the surface of the shell. When the material in 
the mill is sufficiently pulverized the outer cover can 
be removed so the contents will be discharged through 
the screen into the bin at the bottom of the casing 
without the steel balls or flint pebbles escaping from 
the mill. The machine is provided with a light steel dust casing, made in two sections. The 
casing is divided in the middle, with the top hinged so that it can be turned back when it is 
desired to fill or inspect the mill, or to remove the contents. The lower section is made in the 
form of a bin into which the pulverized material can fall and from which it can be readily 
removed. With each mill is included a charge of 100 pounds of imported Norway flint pebbles 
for use in mixing and fine grinding, and 100 pounds of assorted steel balls for pulverizing coarser 
material. If so desired we can furnish these mills with vitrified tile or porcelain linings. Such 
linings are desirable when the materials to be pulverized are of pure white or such delicate colors 
that contact with the metal would discolor them. The tile lining consists of porcelain tiles 
approximately % by 11% by 6 inches, securely cemented in place, forming a complete lining for 
the interior of the mill. : 
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Fixed Charge Tube Mill for Fixed Charge Tube Mill for Laboratory Use 
Laboratory Use 


No. 76 Steel Charging Barrow 


For measuring and transferring charges of sand or lime from the storage bins to the wet and 
dry grinding mill, the No. 76 steel charging barrow is found to be very convenient. It is sub- 
stantially made of iron and steel, with handles 
of heavy tubing. The axle is placed well back 
under the tray, thereby throwing the weight 
onto the wheels, and enabling the operator to 
carry the load with little effort. The fact that 
the center of gravity is very close to the wheel 
center renders the operation of dumping easy 
and readily accomplished. 

While the wet and dry-grinding mill is in 
operation these charging barrows can be filled 
with a charge and placed beside the pan. As 
soon as the pan is emptied by the operator 
another charge can be promptly dumped into it and the operation completed without loss of 
time and with a minimum of labor. 

Capacity, 6 cubic feet; size of tray, 28 inches by 37 inches; sides of No. 12 gauge steel; 
bottom, No. 10 gauge steel; wheels, 22 inches diameter; weight, 240 pounds. 





No. 76 Steel Charging Barrow 
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Nos. 508, 509, 517 and 518 Spiral-Screw Conveyors 
and Feeders 


¢ 





Spiral-Screw Conveyor for Sand-Lime Brick 





Spiral-Screw Conveyor, Bevel-Gear, for Sand-Lime Brick - 


We build a line of spiral-screw conveyors and feeders, of the types illustrated in the accom- 
panying cuts, for use in sand-lime brick plants. They are especially valuable for receiving the 
dry sand and lime mixture from the storage bins and delivering it to the wet mixer, but are also 


used wherever it is found advisable to install a short horizontal conveyor. 


They can be made either spur or bevel geared, according to the requirements of the particu- 
lar installation, and when used as feeders they are equipped with variable speed cone pulley 
drive, so that the amount of material handled is under the control of the operator. 
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The No. 514 Distributing Drag Conveyor illustrated is typical of our line of this type of 
conveyors. We can furnish conveyors in a variety of sizes and lengths, and with either steel or 
wood frame as may be preferred. When wood frames are used the purchaser generally makes 
the frame, the drawings of which we supply, and we furnish the steel work. This type of con- 
veyor is especially adapted to handling hard and abrasive materials, such as sand, crushed stone, 
coal, ore, clay, salts, etc. It is very convenient for use where materials are to be deposited in 
a series of bins, or where a long storage bin is to be filled. 

In the equipment of sand-lime brick factories we use this conveyor for filling the storage 
bin, and especially for receiving the mixture of sand and lime from either the elevator or the 
wet mixer, and distributing it uniformly in the silo. 

The conveyor illustrated is made throughout of iron and steel, and is constructed in a very 
substantial manner of angles, channels and plates securely riveted together and properly braced. 
The steel frame, when exceeding 40 feet in length, may be made in sections ready for riveting 
together at destination. 

In the steel-frame conveyors the frame is designed to be self-contained, including the driving 
gears, shaft, bearings and pulleys. This makes the conveyor very easy of installation. The con- 
veyors will be constructed with either spur-gear or bevel-gear drive, and with the driving pulleys 
located to suit the demands of the installation. The cut illustrates a right-hand bevel-gear-drive 
conveyor with 6)4x18x12-inch flights, the conveyor being 32 feet long. The driving pulleys are 
18 inches in diameter, 4-inch face, tight and loose. 

The conveying mechanism consists of a series of steel flights spaced equidistant, securely 
riveted to 1-inch square axles, the axles being turned at the end to form gudgeons for the carry- 
ing wheels, which are 4)9x1!4-inch. These wheels carry the flights and chains, so that very 
little power is required to operate this conveyor. Steel angles form the tracks for the wheels, 
giving a very smooth and easy movement to the flights. 

In the 18-inch conveyor, the endless chains are employed for driving and spacing the flights. 
In the smaller sizes a single chain and sprocket drive is employed. 

The materials are spouted into one end of the conveyor and carried forward by the flights, 
which pass along the steel trough in the bottom of the frame. This trough is fitted with dis- 

. charge openings at intervals, which are covered with steel slides. One of these slides is open at 
the point where it is desired to discharge the material. By this arrangement any bin of a series 
underneath the conveyor may be filled at will, or any portion of a long bin may be filled while 
‘the balance of the bin is being emptied. It will be seen that this style of conveyor lends itself 
‘particularly to the filling of sand-lime brick silo. 
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The end of the frame opposite the gear is provided with adjustable take-up bearings to give 
the required tension on the chains to compensate for wear. These take-ups are of heavy pattern 
and of sufficient length to provide ample adjustment. 

The width of the 18-inch conveyor, bevel geared, over all, is 59 inches; height, 24 inches; 
length to suit the installation. The weight of the 18-inch conveyor with steel frame in the first 
15-foot section, measured center to center of sprocket wheels, is 2,120 pounds; each additional 
foot, 70 pounds. Power required in lengths under 100 feet, from 2 to 5 horse. Ratio of gear- 
ing, 4 to 1. 


Additional Equipment 


In addition to the several units of machinery and appliances which we have illustrated and 
described in this department of the catalogue, there are a number of other standard machines 
and appliances regularly used in the equipment of a sand-lime brick plant which are fully illus- 
trated and described in other departments of the catalogue, some of the more common of which 
we are for convenience listing herein. 





No. 57 Heavy-Duty, 9-Foot, Dry-Grinding Mill. There are some materials that are 
used in the manufacture of sand-lime brick, such as crushed stone, sand that contains coarse 
gravel, furnace slag, etc., which should be passed through a grinding or pulverizing mill before 
being manufactured into brick. For such work we recommend our No. 57 Heavy-Duty, 9-Foot 
Dry-Grinding Mill, as illustrated and described on pages 130, 131, 133 of this catalogue. 


Sand Dryers. We manufacture a complete line of Rotary Direct-Heat Dryers, which are 
especially adapted to the rapid and economical drying of sand or other materials used in the 
manufacture of sand-lime brick. For illustrations and descriptions of these dryers, see pages 379 
to 387 of this catalogue. 


Conveyors. In addition to the spiral-screw conveyors and steel drag distributing conveyor 
herein described, we manufacture an extensive line of steel frame belt conveyors, and concen- 
trating conveyors; illustrations and descriptions of which will be found on the following pages: 


Bucket Elevators. We manufacture a full line of Bucket elevators arranged for using 
either traction chain, sprocket chains or belts for carrying the buckets. All usual sizes of 
buckets, types of boots and styles of driving heads are included. See pages 159 to 163 of 
this catalogue. 


Hoists or Winding Drums. For a complete description of the various winding drums we 
are prepared to furnish for any desired capacity, see pages 185 to 190 of this catalogue. 


Dump Cars. We build an extensive line of dump cars, both of wood and steel construc- 


tion. Just the type and capacity of car you will require in your equipment, you will find 
described on pages 191 to 200 of this catalogue. 
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Spanish-American Model Plant 
Capacity 16,000 Brick per Day 
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Spanish-American Model Plant 
Capacity 12,000 Brick per Day 
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Factory Building at Clinton, Iowa, Built of Sand-Lime Brick 





Sand-Lime Brick Made in Old Mexico on Our Machinery 
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View of Sand-Lime Brick Plants 
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Buildings Built of Sand-Lime Brick 
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Buildings Built of Sand-Lime Brick 
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